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Description

[0001] A variety of articles are at least partially formed
from textiles. As examples, apparel (e.g., shirts, pants,
socks, footwear, jackets and other outerwear, briefs and
other undergarments, hats and other headwear), con-
tainers (e.g., backpacks, bags), and upholstery for furni-
ture (e.g., chairs, couches, car seats) are often formed
from various textile elements that are joined through
stitching or adhesive bonding. Textiles may also be uti-
lized in bed coverings (e.g., sheets, blankets), table cov-
erings, towels, flags, tents, sails, and parachutes. Tex-
tiles utilized for industrial purposes are commonly re-
ferred to as technical textiles and may include structures
for automotive and aerospace applications, filter materi-
als, medical textiles (e.g. bandages, swabs, implants),
geotextiles for reinforcing embankments, agrotextiles for
crop protection, and industrial apparel that protects or
insulates against heat and radiation. Accordingly, textiles
may be incorporated into a variety of articles for both
personal and industrial purposes.
[0002] Textiles may be defined as any manufacture
from fibers, filaments, or yarns having a generally two-
dimensional structure (i.e., a length and a width that are
substantially greater than a thickness). In general, tex-
tiles may be classified as non-woven textiles or mechan-
ically-manipulated textiles. Non-woven textiles are webs
or mats of filaments that are bonded, fused, interlocked,
or otherwise joined. As an example, a non-woven textile
may be formed by randomly depositing a plurality of pol-
ymer filaments upon a surface, such as a moving con-
veyor. Mechanically-manipulated textiles are often
formed by weaving or interlooping (e.g., knitting) a yarn
or a plurality of yarns, usually through a mechanical proc-
ess involving looms or knitting machines. Whereas wo-
ven textiles include yarns that cross each other at right
angles (i.e., warp and weft yarns), knitted textiles include
one or more yarns that form a plurality of intermeshed
loops arranged in courses and wales.
[0003] Although some products are formed from one
type of textile, many products are formed from two or
more types of textiles in order to impart different proper-
ties to different areas. As an example, shoulder and el-
bow areas of a shirt may be formed from a textile that
imparts durability (e.g., abrasion-resistance) and stretch-
resistance, whereas other areas may be formed from a
textile that imparts breathability, comfort, stretch, and
moisture-absorption. As another example, an upper for
an article of footwear may have a structure that includes
numerous layers formed from various types of textiles
and other materials (e.g., polymer foam, leather, synthet-
ic leather), and some of the layers may also have areas
formed from different types of textiles to impart different
properties. As yet another example, straps of a backpack
may be formed from non-stretch textile elements, lower
areas of a backpack may be formed from durable and
water-resistant textile elements, and a remainder of the
backpack may be formed from lightweight and compliant

textile elements. Accordingly, many products may incor-
porate various types of textiles in order to impart different
properties to different portions of the products.
[0004] In order to impart the different properties to dif-
ferent areas of a product, textile elements formed from
the materials must be cut to desired shapes and then
joined together, usually with stitching or adhesive bond-
ing. As the number and types of textile elements incor-
porated into a product increases, the time and expense
associated with transporting, stocking, cutting, and join-
ing the textile elements may also increase. Waste mate-
rial from cutting and stitching processes also accumu-
lates to a greater degree as the number and types of
textile elements incorporated into a product increases.
Moreover, products with a greater number of textile ele-
ments and other materials may be more difficult to recycle
than products formed from few elements and materials.
By decreasing the number of elements and materials uti-
lized in a product, therefore, waste may be decreased
while increasing the manufacturing efficiency and recy-
clability. WO 2005/000055 A1 describes a combination
of at least a first laminate having a first edge and a second
laminate having a second edge joined together at a weld-
ed seam in an edge area, each of said laminates com-
prising a first layer comprising a waterproof functional
layer and a second textile layer laminated to said first
layer and comprising at least a first component and a
second component, the first component being stable to
a first temperature and the second component melting
at a second temperature, wherein the first temperature
is higher than the second temperature, wherein the seam
is formed by the melted second component and the non-
melted first component of the textile layers of each lam-
inate, and the first edge is oriented to the second edge
in a substantially edge-to-edge butted orientation, as well
as a method for manufacturing the same. WO
2011/046762 A1 discloses a textured material element
comprising a non-woven textile layer that includes a plu-
rality of filaments at least partially formed from a thermo-
plastic polymer material, and a skin layer positioned ad-
jacent to the non-woven textile layer, the skin layer being
formed from a polymer sheet that includes the thermo-
plastic polymer material, and an outward-facing surface
of the skin layer including a texture. US 2009/068908 A1
describes a fabric article formed with a first fabric con-
taining thermoplastic fusible yarn and a second fabric,
comprising a first fabric inter-knit or interwoven with one
or more thermoplastic fusible yarns together with one or
more non-thermoplastic yarns, a second fabric, the first
fabric and the second fabric being affixed to one another
without a stitched seam, by a contact between a melted
portion of the first fabric having thermoplastic fusible
yarns and the second fabric to form the fabric article, as
well as a method for manufacturing the same. US
2010/0199406 A1 discloses a non-woven textile formed
from a plurality of polymer filaments that incorporate a
thermoplastic polyurethane material, the non-woven tex-
tile having a first region and a second region, each of the

1 2 



EP 3 053 463 B1

3

5

10

15

20

25

30

35

40

45

50

55

first region and the second region having a continuous
area of at least one square centimeter, and the filaments
of the first region being fused to a greater degree than
the filaments of the second region.
[0005] A yarn may include a plurality of substantially
aligned filaments, with at least ninety-five percent of a
material of the filaments being a thermoplastic polymer
material.
[0006] A thread may include a first yarn and a second
yarn. The first yarn includes a plurality of substantially
aligned filaments, with at least ninety-five percent of a
material of the filaments being a thermoplastic polymer
material. The second yarn is twisted with the first yarn.
[0007] A woven textile may include a warp strand and
a weft strand. The warp strand extends in a first direction
and includes a plurality of substantially aligned filaments,
with at least ninety-five percent of a material of the fila-
ments being a thermoplastic polymer material. The weft
strand extends in a second direction that is substantially
perpendicular to the first direction.
[0008] A knitted textile may include at least one strand
that forms a plurality of interlocked loops arranged in
courses and wales. The strand includes a plurality of sub-
stantially aligned filaments, with at least ninety-five per-
cent of a material of the filaments being a thermoplastic
polymer material.
[0009] The article of the present invention is defined in
the appended claims and includes a first material ele-
ment, a second material element, and a seam. The first
material element is at least partially formed from a first
thermoplastic polymer material, and the first material el-
ement is one of a woven textile and a knitted textile. The
second material element is a textile element. At the seam,
a strand extends through each of the first material ele-
ment and the second material element. The first material
element is thermal bonded to the second material ele-
ment with the first thermoplastic polymer material at the
seam. Additionally, the strand is thermal bonded to the
first material element and the second material element
with the second thermoplastic polymer material at the
seam, wherein a melting temperature of the second ther-
moplastic polymer material is lower than a melting tem-
perature of the first thermoplastic polymer material. The
second thermoplastic polymer material is the completely
melted strand that joins the first textile element and the
second textile element at the seam.
[0010] A method of joining includes stitching a pair of
textile elements together with a strand to form a seam.
The textile elements and the strand are heated and com-
pressed at the seam to (a) form a thermal bond between
the textile elements and (b) melt the strand.
[0011] An article of apparel includes a plurality of textile
elements joined to each other at seams to form a struc-
ture for receiving a part of a wearer. The textile elements
include strands that have a plurality of substantially
aligned filaments formed from a thermoplastic polymer
material.
[0012] The advantages and features of novelty char-

acterizing aspects of the invention are pointed out with
particularity in the appended claims. To gain an improved
understanding of the advantages and features of novelty,
however, reference may be made to the following de-
scriptive matter and accompanying figures that describe
and illustrate various configurations and concepts related
to the invention.
[0013] The foregoing Summary and the following De-
tailed Description will be better understood when read in
conjunction with the accompanying figures.

Figure 1 is a plan view of a portion of a yarn.

Figure 2 is a cross-sectional view of the yarn, as
defined in Figure 1.

Figure 3 is a plan view of a portion of a thread.

Figure 4 is a cross-sectional view of the thread, as
defined in Figure 3.

Figures 5 and 6 are plan views depicting further con-
figurations of the thread.

Figure 7 is a plan view of a woven textile.

Figure 8 is a cross-sectional view of the woven tex-
tile, as defined in Figure 7.

Figure 9 is a plan view of a knitted textile.

Figure 10 is a cross-sectional view of the knitted tex-
tile, as defined in Figure 9.

Figure 11 is a plan view depicting a further configu-
ration of the knitted textile.

Figures 12 and 13 are cross-sectional views corre-
sponding with Figure 2 and depicting examples of
fused configurations of the yarn.

Figures 14 and 15 are cross-sectional views corre-
sponding with Figure 4 and depicting examples of
fused configurations of the thread.

Figure 16 is a plan view of the woven textile with a
fused region.

Figure 17 is a cross-sectional view of the woven tex-
tile, as defined in Figure 16.

Figure 18 is another plan view of the woven textile
with a fused region.

Figure 19 is a cross-sectional view of the woven tex-
tile, as defined in Figure 18.

Figure 20 is a plan view of the knitted textile with a
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fused region.

Figure 21 is a cross-sectional view of the knitted tex-
tile, as defined in Figure 20.

Figure 22 is another plan view of the knitted textile
with a fused region.

Figure 23 is a cross-sectional view of the knitted tex-
tile, as defined in Figure 22.

Figure 24 is a plan view of the woven textile with
multiple fused regions.

Figure 25 is a perspective view of a composite ele-
ment.

Figure 26 is a cross-sectional view of the composite
element, as defined in Figure 25.

Figures 27A-27C are schematic perspective views
of a manufacturing process for the composite ele-
ment.

Figure 28 is a perspective view of the composite el-
ement with a fused region.

Figure 29 is a perspective view of a first configuration
of a seam element.

Figure 30 is a cross-sectional view of the first con-
figuration of the seam element, as defined in Figure
29.

Figures 31A-31D are schematic side elevational
views of a manufacturing process for the first con-
figuration of the seam element.

Figure 32 is a perspective view of the first configu-
ration of the the seam element with multiple fused
regions.

Figure 33 is a perspective view of a second config-
uration of the seam element.

Figure 34 is a cross-sectional view of the second
configuration of the seam element, as defined in Fig-
ure 33

Figures 35A-35C are schematic side elevational
views of a manufacturing process for the second
configuration of the seam element.

Figure 36 is a perspective view of the first configu-
ration of the seam element with a stitching strand.

Figures 37A-37C are alternate perspective views of
the first configuration of the seam element with a

stitching strand.

Figures 38A-38D are schematic side elevational
views of a manufacturing process for the first con-
figuration of the seam element with a stitching strand.

Figure 38E is a perspective view of a portion of the
manufacturing process for the first configuration of
the seam element with a stitching strand.

Figures 39A and 39B are graphs depicting temper-
ature in the manufacturing process for the first con-
figuration of the seam element with a stitching strand.

Figure 40 is a perspective view of the second con-
figuration of the seam element with a stitching strand.

Figure 41 is an elevational view of a first configuration
of a shirt.

Figures 42A-42C are cross-sectional views of the
first configuration of the shirt, as defined in Figure 41.

Figure 43 is an elevational view of a second config-
uration of the shirt.

Figures 44A and 44B are cross-sectional views of
the second configuration of the shirt, as defined in
Figure 43.

Figure 45 is an elevational view of a third configura-
tion of the shirt.

Figures 46A-46C are cross-sectional views of the
third configuration of the shirt, as defined in Figure
45.

Figure 47 is an elevational view of a fourth configu-
ration of the shirt.

Figure 48 is a cross-sectional view of the fourth con-
figuration of the shirt, as defined in Figure 47.

Figure 49 is an elevational view of a first configuration
of footwear.

Figure 50 is a cross-sectional view of the first con-
figuration of the footwear, as defined in Figure 49.

Figure 51 is an elevational view of a second config-
uration of the footwear.

Figure 52 is a cross-sectional views of the second
configuration of the footwear, as defined in Figure 51.

Figure 53 is an elevational view of a third configura-
tion of the footwear.
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Figure 54 is an elevational view of a fourth configu-
ration of the footwear.

Figures 55A-55C are perspective views of shaped
textiles.

Figures 56A-56C are schematic perspective views
of a manufacturing process for the shaped textiles.

Figure 57 is a schematic view of a recycling process.

[0014] The following discussion and accompanying
figures disclose various yarns, threads, and textiles
formed from thermoplastic polymer materials. Although
the yarns, threads, and textiles are disclosed below as
being incorporated into various articles of apparel (e.g.,
shirts and footwear) for purposes of example, the yarns,
threads, and textiles may also be incorporated into a va-
riety of other articles. For example, the yarns, threads,
and textiles may be utilized in other types of apparel,
containers, and upholstery for furniture. The yarns,
threads, and textiles may also be utilized in bed cover-
ings, table coverings, towels, flags, tents, sails, and par-
achutes. Various configurations of the yarns, threads,
and textiles may also be utilized for industrial purposes,
as in automotive and aerospace applications, filter ma-
terials, medical textiles, geotextiles, agrotextiles, and in-
dustrial apparel. Accordingly, the yarns, threads, and tex-
tiles may be utilized in a variety of articles for both per-
sonal and industrial purposes.

A. Yarn Configuration

[0015] A section of a yarn 100 is depicted in Figure 1
as having a configuration that may be utilized for a variety
of purposes, including sewing, stitching, and embroider-
ing. Yarn 100 may also be utilized for making a thread,
cable, cord, or rope. Various textiles may also be pro-
duced from yarn 100 through weaving and knitting, for
example. Although a relatively short length of yarn 100
is shown, yarn 100 may have a significantly greater
length. More particularly, the length of yarn 100 may sig-
nificantly exceed one-thousand or even ten-thousand
meters. Depending upon the manner in which yarn 100
is formed, yarn 100 may be a spun yarn or an air textured
yarn.
[0016] Yarn 100 includes a plurality of filaments 101
that are bundled or otherwise gathered to form a gener-
ally thin and elongate structure. The number of filaments
101 that are incorporated into yarn 100 may vary signif-
icantly and may range between two and three-hundred
or more. Fibers are often defined, in textile terminology,
as having a relatively short length that ranges from one
millimeter to a few centimeters or more, whereas fila-
ments are often defined as having a longer length than
fibers or even an indeterminate length. As utilized within
the present document, the term "filament" or variants
thereof is intended to encompass lengths of both fibers

and filaments from the textile terminology definitions. Ac-
cordingly, filaments 101 or other filaments referred to
herein may generally have any length. As an example,
therefore, filaments 101 may have a length that ranges
from one millimeter to hundreds of meters or more. Indi-
vidual filaments 101 may also have lengths that extend
through an entire length of yarn 100.
[0017] Filaments 101 are substantially aligned in yarn
100. As utilized herein, the term "substantially aligned"
is intended to convey that filaments 100 generally extend
in a common direction, which corresponds with a longi-
tudinal axis of yarn 100. When substantially aligned,
some of filaments 101 or portions of filaments 101 may
be parallel with each other, but other filaments 101 or
other portions of filaments 101 may cross each other or
may extend in directions that are offset by a few degrees
(e.g., offset in a range of zero to seven degrees) when
yarn 100 is tensioned, stretched, or otherwise arranged
to have a linear or straight structure.
[0018] Although filaments 101 are substantially
aligned, yarn 100 is depicted as exhibiting twist, thereby
imparting a rotational aspect to various filaments 101.
More particularly, filaments 101 may be twisted around
each other such that some filaments 101 or sections of
filaments 101 have a helical structure that repeatedly
wraps around the longitudinal axis of yarn 100. Although
sections of filaments 101 may be generally straight, other
sections may have a spiral or helical configuration that
imparts the twist. In some configurations, portions of fil-
aments 100 located in a central area of yarn 100 may be
generally straight, whereas portions of filaments 100 lo-
cated closer to a periphery or exterior of yarn 100 may
have the spiral or helical configuration. Either an S-twist
or a Z-twist may be utilized in yarn 100. An advantage of
the twist is that filaments 101 are bundled more closely
than in non-twist yarns to effectively reduce the size of
spaces between individual filaments 101. As such fila-
ments 101 lay against and contact each other, as depict-
ed in Figure 2, to minimize the overall diameter of yarn
100. Moreover, the twist in yarn 100 imparts the advan-
tage of reducing fraying that may occur if some of fila-
ments 101 are severed, sheared, or otherwise broken.
Although yarn 100 may exhibit twist, yarn 100 may also
have a straight or untwisted configuration.
[0019] Filaments 101 are primarily formed from a ther-
moplastic polymer material. In general, a thermoplastic
polymer material softens or melts when heated and re-
turns to a solid state when cooled. More particularly, a
thermoplastic polymer material transitions from a solid
state to (a) a softened state when heated to a glass tran-
sition temperature of the thermoplastic polymer material
and (b) a generally liquid state when heated to a melting
temperature of the thermoplastic polymer material. Then,
when sufficiently cooled, the thermoplastic polymer ma-
terial transitions from the softened or liquid state to the
solid state. As such, the thermoplastic polymer material
may be softened or melted, molded, cooled, re-softened
or re-melted, re-molded, and cooled again through mul-
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tiple cycles. When heated to at least the glass transition
temperature, thermoplastic polymer materials may also
be welded, fused, or thermal bonded, as described in
greater detail below, to join an element formed from the
thermoplastic polymer material to another object, item,
or element. In contrast with thermoplastic polymer ma-
terials, many thermoset polymer materials do not melt
when heated, simply degrading or burning instead.
[0020] Although a wide range of thermoplastic polymer
materials may be utilized for filaments 101, examples of
suitable thermoplastic polymer materials include thermo-
plastic polyurethane, polyamide, polyester, polypropyl-
ene, and polyolefin. Although filaments 101 may be
formed from any of the thermoplastic polymer materials
mentioned above, utilizing thermoplastic polyurethane
imparts various advantages. For example, various for-
mulations of thermoplastic polyurethane are elastomeric
and stretch over one-hundred percent, while exhibiting
relatively high stability or tensile strength. In comparison
with some other thermoplastic polymer materials, ther-
moplastic polyurethane readily forms thermal bonds with
other elements, as discussed in greater detail below. Al-
so, thermoplastic polyurethane may form foam materials
and may be recycled to form a variety of products.
[0021] In many configurations of yarn 100, each of fil-
aments 101 are entirely or substantially formed from one
or more thermoplastic polymer materials. That is, at least
ninety-five percent, ninety-nine percent, or one-hundred
percent of a material of filaments 101 is a thermoplastic
polymer material. Advantages of substantially forming fil-
aments 101 from a thermoplastic polymer material are
uniform properties, the ability to form thermal bonds, ef-
ficient manufacture, elastomeric stretch, and relatively
high stability or tensile strength Although a single ther-
moplastic polymer material may be utilized, individual fil-
aments 101 may be formed from multiple thermoplastic
polymer materials. As an example, an individual filament
101 may have a sheath-core configuration, wherein an
exterior sheath of the individual filament 101 is formed
from a first thermoplastic polymer material, and an inte-
rior core of the individual filament 101 is formed from a
second thermoplastic polymer material. As a similar ex-
ample, an individual filament 101 may have a bi-compo-
nent configuration, wherein one half of the individual fil-
ament 101 is formed from a first thermoplastic polymer
material, and an opposite half of the individual filament
101 is formed from a second thermoplastic polymer ma-
terial. Although each of filaments 101 may be formed
from a common thermoplastic polymer material, different
filaments 101 may also be formed from different materi-
als. As an example, some of filaments 101 may be formed
from a first type of thermoplastic polymer material, where-
as other filaments 101 may be formed from a second
type of thermoplastic polymer material.
[0022] The thermoplastic polymer material of filaments
101 may be selected to have various stretch properties,
and the material may be considered elastomeric. De-
pending upon the specific properties desired for yarn 100,

filaments 101 may stretch between ten percent to more
than eight-hundred percent prior to tensile failure. As a
related matter, the thermoplastic polymer material uti-
lized for filaments 101 may be selected to have various
recovery properties. That is, yarn 100 or filaments 101
may be formed to return to an original shape after being
stretched. Many products that incorporate yarn 100, such
as textiles and articles of apparel formed from the textiles,
may benefit from properties that allow yarn 100 to return
or otherwise recover to an original shape after being
stretched by one-hundred percent or more. Although
many thermoplastic polymer materials exhibit stretch and
recovery properties, thermoplastic polyurethane exhibits
suitable stretch and recovery properties for various tex-
tiles and articles of apparel.
[0023] The weight of yarn 100 may vary significantly
depending upon the thicknesses of individual filaments
101, the number of filaments 101, and the specific ma-
terial selected for filaments 101, for example. In general,
weight is measured by the unit tex, which is the weight
in grams of a kilometer of yarn. Yarn 100 may range from
fifty to one-thousand denier or more.
[0024] A variety of conventional processes may be uti-
lized to manufacture yarn 100. In general, a manufactur-
ing process for yarn 100 includes (a) extruding or other-
wise forming a plurality of filaments 101 from a thermo-
plastic polymer material and (b) collecting or bundling
filaments 101. Once bundled, filaments 101 may be twist-
ed. Depending upon the specific characteristics desired,
yarn 100 may also be subjected to an air texturing oper-
ation or other post-processing operations. Fusing proc-
esses, as discussed below, may also be performed to
form thermal bonds between adjacent filaments 101.

B. Thread Configuration

[0025] A thread 200 is depicted in Figures 3 and 4 as
including two yarns 201 that are twisted with each other.
Although the configuration of yarns 201 may vary signif-
icantly, each of yarns 201 may exhibit the general con-
figuration of yarn 100 discussed above. One or both of
yarns 201 includes, therefore, a plurality of substantially
aligned filaments 202 that are substantially formed from
a thermoplastic polymer material. As such, at least nine-
ty-five percent, ninety-nine percent, or one-hundred per-
cent of a material of filaments 202 is a thermoplastic pol-
ymer material, such as thermoplastic polyurethane.
[0026] Given that two yarns 201 are twisted together,
this configuration of thread 200 may be considered a two-
ply thread. In other configurations, any number of yarns
201 or other yarns may be incorporated into thread 200.
As an example of a three-ply threads, Figure 5 depicts
thread 200 as incorporating three yarns 201 that are twist-
ed with each other. As another example, Figure 6 depicts
thread 200 as incorporating three yarns 201 that are twist-
ed together through braiding. Accordingly, the number
of yarns 201 and the manner in which yarns 201 are
twisted with each other may vary significantly.
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[0027] As with yarn 100, the weight of thread 200 may
vary significantly depending upon the thicknesses of in-
dividual filaments 202, the number of filaments 202 in
each yarn 201, the material selected for filaments 202,
and the number of yarns 100, for example. In general,
weight is measured by the unit denier, which is the weight
in grams of nine-thousand meters of thread. As exam-
ples, each of yarns 201 within thread 200 may range from
50 denier to 400 denier or more.

C. Textile Configurations

[0028] Various types of textiles may be formed from
one or more strands, including either of yarn 100 and
thread 200. For purposes of the following discussion, the
term "strand" is defined as a generally elongate element
having a length that is substantially greater than a width
and thickness. Examples of various types of strands in-
clude filaments, yarns, threads, cables, cords, and ropes.
As such, either of yarn 100 and thread 200 may be a
strand that is incorporated into a textile.
[0029] As a first example of a textile, a woven textile
300 is depicted in Figure 7 as including a plurality of warp
strands 301 and weft strands 302. Whereas warp strands
301 extend in a first direction, weft strands 302 extend
in a second direction that is substantially perpendicular
to the first direction. Moreover, strands 301 and 302 cross
each other and weave over and below each other, as
depicted in Figure 8. In manufacturing woven textile 300,
strands 301 and 302 are manipulated through a weaving
process, which may involve a weaving machine or loom,
to cross and weave among each other at the substantially
right angles. In addition to a plain weave, various config-
urations of woven textile may have a twill weave, satin
weave, jacquard weave, or dobby weave, for example.
[0030] Although woven textile 300 is depicted as being
formed from strands 301 and 302, one or more additional
strands may be incorporated into the structure of woven
textile 300. For example, different warp strands, weft
strands, or portions of these strands may be formed from
various types of strands having diverse materials, colors,
or properties. Any of strands 301 and 302 may have the
configuration of a filament, yarn, thread, cable, cord, or
rope. Either or both of strands 301 and 302 may also
exhibit the general configuration of yarn 100 or thread
200 discussed above. Strands 301 and 302 may include,
therefore, a plurality of substantially aligned filaments
that are substantially formed from a thermoplastic poly-
mer material. As such, at least ninety-five percent, ninety-
nine percent, or one-hundred percent of a material of the
filaments or other material forming strands 301 and 302
may be a thermoplastic polymer material, such as ther-
moplastic polyurethane. When strands 301 and 302 are
formed as a filament, cable, cord, or rope, such strands
may also be substantially formed from a thermoplastic
polymer material.
[0031] As a second example of a textile, a knitted textile
400 is depicted in Figures 9 and 10 as including at least

one strand 401 that forms a plurality of intermeshed
loops. More particularly, sections of strand 401 forms var-
ious loops that extend through and are intermeshed with
other loops to define a variety of courses and wales. As
depicted, the courses are horizontal rows of loops formed
from strand 401, and the wales are vertical columns of
loops formed from strand 401. In manufacturing knitted
textile 400, strand 401 is manipulated through a knitting
process, which may involve a knitting machine, to form
and intermesh the loops, thereby defining the various of
courses and wales. Although a relatively simple knit
structure is depicted, numerous warp knit and weft knit
structures may be formed through flat knitting, wide tube
circular knitting, narrow tube circular knit jacquard, single
knit circular knit jacquard, double knit circular knit jac-
quard, double needle bar raschel, warp knit jacquard,
and tricot for example.
[0032] Although knitted textile 400 is depicted as being
formed from strand 401, multiple strands may be incor-
porated into the structure of knitted textile 400. For ex-
ample, different loops, different courses, different por-
tions of a single course, different wales, and different
portions of a single wale may be formed from strands
having diverse materials, colors, and properties.
[0033] Strand 401 may have the configuration of a fil-
ament, yarn, thread, cable, cord, or rope. Strand 401 or
other strands incorporated into knitted textile 400 may
also exhibit the general configuration of yarn 100 or
thread 200 discussed above. Strand 401 may include,
therefore, a plurality of substantially aligned filaments
that are substantially formed from a thermoplastic poly-
mer material. As such, at least ninety-five percent, ninety-
nine percent, or one-hundred percent of a material of the
filaments or other material forming strand 401 may be a
thermoplastic polymer material, such as thermoplastic
polyurethane. When strand 401 is formed as a filament,
cable, cord, or rope, such strands may also be substan-
tially formed from a thermoplastic polymer material.
[0034] As a variation, knitted textile 400 may also in-
corporate an inlaid strand 402, as depicted in Figure 11.
Inlaid strand 402 extends through the knit structure,
thereby passing between the various loops within knitted
textile 400. Although inlaid strand 402 is depicted as ex-
tending along a course, inlaid strand 402 may also extend
along a wale. In addition to other types of strands, inlaid
strand 402 may be similar to yarn 100 or thread 200, or
inlaid strand 402 may have another configuration having
a plurality of substantially aligned filaments that are sub-
stantially formed from a thermoplastic polymer material.
Advantages of inlaid strand 402 include providing sup-
port, stability, and structure. For example, inlaid strand
402 may assist with limiting stretch or deformation in ar-
eas of knitted textile 400 and in specific directions. Ad-
ditional details relating to inlaid strands and methods of
incorporating inlaid strands into the structure of a knitted
textile may be found with reference to U.S. Patent Appli-
cation Serial Number 13/048,540, which was filed in the
U.S. Patent and Trademark Office on 15 March 2011 and
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entitled Method Of Manufacturing A Knitted Component,
such application being entirely incorporated herein by
reference.
[0035] Woven textile 300 and knitted textile 400 pro-
vide examples of textile structures that may incorporate
yarn 100, thread 200, or other strands formed from ther-
moplastic polymer materials. A variety of other types of
textiles may also incorporate similar strands. For exam-
ple, textiles formed through crocheting or intertwining and
twisting may have strands with a plurality of substantially
aligned filaments that are substantially formed from a
thermoplastic polymer material. Similarly, mesh textiles,
spacer mesh textiles, jersey textiles, fleece textiles, and
terry loop textiles may have strands with a plurality of
substantially aligned filaments that are substantially
formed from a thermoplastic polymer material.

D. Thermal Bonding Of Yarns, Threads, And Textiles

[0036] Thermal bonding is an advantage of thermo-
plastic polymer materials not generally present in yarns,
threads, and textiles, for example, formed from natural
materials (e.g., cotton, silk) and thermoset polymer ma-
terials. As discussed above, a thermoplastic polymer ma-
terial softens or melts when heated and returns to a solid
state when cooled. In addition to permitting molding or
shaping, an element formed from a thermoplastic poly-
mer material may also be welded, fused, or thermal bond-
ed to another object, item, or element. That is, the ther-
moplastic polymer material may be used to join two ele-
ments together through thermal bonding. As utilized
herein, the term "thermal bonding" or variants thereof is
defined as a securing technique between two elements
that involves a softening or melting of a thermoplastic
polymer material within at least one of the elements such
that the elements are secured to each other when cooled.
Similarly, the term "thermal bond" or variants thereof is
defined as the bond, link, or structure that joins two ele-
ments through a process that involves a softening or melt-
ing of a thermoplastic polymer material within at least
one of the elements such that the elements are secured
to each other when cooled.
[0037] Examples of thermal bonding include (a) the
melting or softening of two elements incorporating ther-
moplastic polymer materials such that the thermoplastic
polymer materials intermingle with each other (e.g., dif-
fuse across a boundary layer between the thermoplastic
polymer materials) and are secured together when
cooled; (b) the melting or softening of an element incor-
porating a thermoplastic polymer material such that the
thermoplastic polymer material extends into or infiltrates
the structure of a strand (e.g., extends around or bonds
with filaments in the strand) to secure the elements to-
gether when cooled; (c) the melting or softening of an
element incorporating a thermoplastic polymer material
such that the thermoplastic polymer material extends into
or infiltrates the structure of a textile element (e.g., ex-
tends around or bonds with filaments or fibers in the tex-

tile element) to secure the elements together when
cooled; and (d) the melting or softening of an element
incorporating a thermoplastic polymer material such that
the thermoplastic polymer material extends into or infil-
trates crevices or cavities formed in another element
(e.g., polymer foam or sheet, plate, structural device) to
secure the elements together when cooled. Thermal
bonding may occur when only one element includes a
thermoplastic polymer material or when both elements
include thermoplastic polymer materials. In general,
therefore, thermal bonding involves directly bonding el-
ements to each other with heat. In some situations, how-
ever, stitching or adhesives may be utilized to supple-
ment the thermal bond or the joining of elements through
thermal bonding.
[0038] One of the factors affecting the degree of fusing
is temperature. As noted above, a thermoplastic polymer
material transitions from a solid state to (a) a softened
state when heated to a glass transition temperature of
the thermoplastic polymer material and (b) a generally
liquid state when heated to a melting temperature of the
thermoplastic polymer material. Thermal bonding may
occur when the thermoplastic polymer material is heated
to the glass transition temperature. Greater degrees of
thermal bonding, as discussed below, may occur at ele-
vated temperatures approaching or exceeding the melt-
ing temperature.
[0039] Given that yarn 100, thread 200, woven textile
300, and knitted textile 400 incorporate thermoplastic pol-
ymer materials, these elements may be subjected to ther-
mal bonding processes. As an example, Figure 12 de-
picts a configuration of yarn 100 with thermal bonds that
fuse various filaments 101. When exposed to sufficient
heat, and possibly pressure, the thermoplastic polymer
material of the various filaments 101 in yarn 100 transi-
tions from a solid state to either a softened state or a
liquid state. Moreover, filaments 101 may fuse with each
other through thermal bonding to effectively combine two
or more filaments 101. Although some of filaments 101
remain separate from or unfused to other filaments 101,
other filaments 101 are thermal bonded to each other in
groups of two, three, four, or more. That is, some thermal
bonds fuse only two filaments 101 to each other, whereas
other thermal bonds fuse three or more filaments 101 to
each other. Figure 13 depicts another configuration
wherein approximately half of filaments 101 remain sep-
arate from or unfused to other filaments 101, whereas
the other half of filaments 101 are all thermal bonded to
each other to form a single mass of thermoplastic polymer
material within yarn 100.
[0040] Based upon comparisons between Figures 2,
12 and 13, filaments 101 may exhibit a range of thermal
bonding extending from (a) a state where the various
filaments 101 remain separate and identifiable within
yarn 100 to (b) a state where the various filaments 101
combine to form a larger mass of thermoplastic polymer
material within yarn 100. That is, (a) filaments 101 remain
entirely separate from each other, (b) relatively small
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numbers of filaments 101 may be thermal bonded to each
other, but remain in a generally filamentous configura-
tion, or (c) numerous filaments 101 may be thermal bond-
ed to each other to form a generally non-filamentous con-
figuration. Although not depicted, all of filaments 101 in
yarn 100 may be thermal bonded to each other to effec-
tively combine the thermoplastic polymer material from
each of filaments 101 into a single strand (e.g., similar
to a monofilament). Accordingly, the degree of thermal
bonding in yarn 100 may vary considerably.
[0041] Another example of thermal bonding is depicted
in Figure 14, wherein thread 200 exhibits thermal bond-
ing. More particularly, the various filaments 202 within
yarns 201 of thread 200 are fused to a degree that is
comparable with Figure 12. Notably, some of filaments
202 from one yarn 201 are fused or thermal bonded with
some of filaments 202 from the other yarn 201. That is,
yarns 201 within thread 200 are thermal bonded to each
other, thereby effectively joining the two yarns 201. As
with the thermal bonding of yarn 100 discussed above,
thread 200 may exhibit a range of thermal bonding ex-
tending from (a) a state where the various filaments 202
remain separate and identifiable to (b) a state where the
various filaments 202 combine to form a larger mass of
thermoplastic polymer material. Referring to Figure 15,
for example, each of filaments 202 of yarns 201 in thread
200 may be thermal bonded to each other to effectively
combine the thermoplastic polymer material from each
yarn 201 into joined strands (i.e., joined monofilaments).
Accordingly, the degree of thermal bonding in thread 200
may vary considerably.
[0042] A further example of thermal bonding is depict-
ed in Figures 16 and 17, wherein woven textile 300 in-
cludes a fused region 303. In comparison with other re-
gions of woven textile 300, in which strands 301 and 302
are unbonded or unfused to each other, strands 301 and
302 are fused or otherwise thermal bonded to each other
in fused region 303. That is, a thermoplastic polymer ma-
terial within one or both of strands 301 and 302 effectively
forms a thermal bond to join strands 301 and 302 to each
other in fused region 303. Given that strands 301 and
302 may have the general configuration of a filament,
yarn, thread, cable, cord, or rope, as well as the config-
uration of yarn 100 or thread 200, the manner in which
strands 301 and 302 are fused to each other may vary
considerably. When, for example, strands 301 and 302
exhibit the configuration of yarn 100, areas where strands
301 and 302 cross or contact each other may be thermal
bonded in a manner that is similar to Figures 14 and 15.
Moreover, the filaments within strands 301 and 302 may
exhibit a range of thermal bonding extending from (a) a
state where the various filaments remain separate and
identifiable to (b) a state where the various filaments com-
bine to form a larger mass of thermoplastic polymer ma-
terial. Similar concepts apply when strands 301 and 302
exhibit the configuration of thread 200 or another type of
strand.
[0043] Woven textile 300 may also exhibit thermal

bonding in fused region 303 when each of strands 301
and 302 have different configurations or are formed from
different materials. When, for example, warp strand 301
is a filament formed from a thermoplastic polymer mate-
rial and weft strand 302 is a thread formed from a ther-
moset polymer material, the thermoplastic polymer ma-
terial in warp strand 301 may infiltrate the structure of the
thread forming weft strand 302 by extending around fil-
aments in the thread to secure strands 301 and 302 to-
gether when cooled. As another example, when warp
strand 301 is a cord formed from a thermoplastic polymer
material and weft strand 302 is a filament formed from a
thermoset polymer material, the thermoplastic polymer
material in warp strand 301 may infiltrates crevices or
cavities in the filament forming weft strand 302 to secure
strands 301 and 302 together when cooled.
[0044] The degree to which strands 301 and 302 melt
or transition from a filamentous to a non-filamentous state
when forming the thermal bonds may also vary. Referring
again to Figures 16 and 17, strands 301 and 302 remain
identifiable within the structure of fused region 303. Indi-
vidual filaments may also remain identifiable similar to
Figures 12 and 14. In Figures 18 and 19, however, the
thermoplastic polymer material from strands 301 and 302
has melted into a non-filamentous state that effectively
forms a solid polymer sheet in a fused region 304, with
neither strands 301 and 302 nor individual filaments in
strands 301 and 302 being identifiable. As such, thermal
bonding in woven textile 300 may range from (a) a state
where the various elements remain separate and identi-
fiable, as in fused region 303, to (b) a state where the
various elements combine to form a larger mass of ther-
moplastic polymer material, as in fused region 304.
[0045] A variety of factors relating to the configuration
of woven textile 300 and the processes by which fused
regions 303 and 304 are formed determine the degree
to which strands 301 and 302 are thermal bonded. As
examples, factors that determine the degree of fusing
include (a) the particular thermoplastic polymer material
forming strands 301 and 302, (b) the temperature (e.g.,
glass transition and melting temperatures) that fused re-
gions 303 and 304 are exposed to, (c) the pressure that
fused regions 303 and 304 are exposed to, and (d) the
time at which fused regions 303 and 304 are exposed to
the elevated temperature and/or pressure. By varying
these factors, the degree of fusing or thermal bonding
that results within fused regions 303 and 304 may also
be varied. Similar factors also apply to the thermal bond-
ing within yarn 100 and thread 200.
[0046] Another example of thermal bonding is depicted
in Figures 20 and 21, wherein knitted textile 400 includes
a fused region 403. In comparison with other regions of
knitted textile 400, in which strand 401 is unbonded or
unfused to itself, strand 401 is fused or otherwise thermal
bonded to itself in fused region 403. That is, a thermo-
plastic polymer material within one portion of strand 401
effectively forms a thermal bond with another portion of
strand 401 in fused region 403. Given that strand 401
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may have the general configuration of a filament, yarn,
thread, cable, cord, or rope, as well as the configuration
of yarn 100 or thread 200, the manner in which portions
of strand 401 are fused to each other may vary consid-
erably. When, for example, strand 401 exhibits the con-
figuration of yarn 100, the portions of strand 401 that
cross or contact each other may be thermal bonded in a
manner that is similar to Figures 14 and 15. Moreover,
the filaments within strand 401 may exhibit a range of
thermal bonding extending from (a) a state where the
various filaments remain separate and identifiable to (b)
a state where the various filaments combine to form a
larger mass of thermoplastic polymer material. Similar
concepts apply when strand 401 exhibits the configura-
tion of thread 200 or another type of strand.
[0047] Knitted textile 400 may also exhibit thermal
bonding in fused region 403 when strand 401 and one
or more additional strands (e.g., inlaid strand 402) are
incorporated into knitted textile 400. In this configuration,
thermal bonding may be similar to the various examples
provided above for different types of strands 301 and 302
in fused region 303 of woven textile 300. In effect, thermal
bonding may join strands within fused region 403 that
have different configurations or are formed from different
materials.
[0048] The degree to which strand 401 melts or tran-
sitions from a filamentous to a non-filamentous state
when forming the thermal bonds may also vary. Referring
again to Figures 20 and 21, sections of strand 401 remain
identifiable within the structure of fused region 403. Indi-
vidual filaments may also remain identifiable similar to
Figure 14. In Figures 22 and 23, however, the thermo-
plastic polymer material from strand 401 has melted into
a non-filamentous state that effectively forms a solid pol-
ymer sheet in a fused region 404, with neither strand 401
nor individual filaments in strand 401 being identifiable.
As such, thermal bonding in knitted textile 400 may range
from (a) a state where the various elements remain sep-
arate and identifiable, as in fused region 403, to (b) a
state where the various elements combine to form a larg-
er mass of thermoplastic polymer material, as in fused
region 404.
[0049] As with woven textile 300, factors that deter-
mine the degree of fusing in knitted textile 400 include
(a) the particular thermoplastic polymer material forming
strand 401, (b) the temperature (e.g., glass transition and
melting temperatures) that fused regions 403 and 404
are exposed to, (c) the pressure that fused regions 403
and 404 are exposed to, and (d) the time at which fused
regions 403 and 404 are exposed to the elevated tem-
perature and/or pressure. By varying these factors, the
degree of fusing or thermal bonding that results within
fused regions 403 and 404 may also be varied.
[0050] Based upon the above discussion, yarn 100,
thread 200, other strands, textiles 300 and 400, and other
textiles may exhibit fusing or may form thermal bonds
due to the presence of a thermoplastic polymer material.
As presented in the various examples, filaments 101

within yarn 100 may form thermal bonds with each other
to various degrees, and filaments 202 or yarns 201 within
thread 200 may form thermal bonds with each other to
various degrees. Moreover, woven textile 300 may have
a fused region 303 or 304 and a remaining unfused re-
gion, with warp strand 301 and weft strand 302 being
thermal bonded to each other in fused regions 303 and
304 and being unbonded to each other in the unfused
region. Similarly, knitted textile 400 may include a fused
region 403 or 404 and a remaining unfused region, with
a section of strand 401 being thermal bonded to a differ-
ent section of strand 401 in fused regions 403 and 404.
Although fused regions 303, 304, 403, and 404 are shown
as being a relatively small part of textiles 300 and 400,
a larger part or substantially all of textiles 300 and 400
may exhibit thermal bonding.

E. Properties Of Fused Regions

[0051] The properties of fused regions 303 and 304
may be different than the properties of unfused regions
in woven textile 300. In configurations where woven tex-
tile 300 has multiple fused regions, the properties of one
of the fused regions may be different than the properties
of another of the fused regions. For example, Figure 24
depicts a configuration of woven textile 300 having both
fused regions 303 and 304. In comparison, the properties
of fused region 303 may be different than the properties
of fused region 304 to impart different properties to dif-
ferent areas of woven textile 300.
[0052] In manufacturing woven textile 300 and forming
fused regions 303 and 304, specific properties may be
applied to woven textile 300 in the areas of fused regions
303 and 304. More particularly, the shapes of fused re-
gions 303 and 304, positions of fused regions 303 and
304, sizes of fused regions 303 and 304, degree to which
strands 301 and 302 are fused within fused regions 303
and 304, and other aspects of woven textile 300 may be
varied to impart specific properties to specific areas of
woven textile 300. As an example, fused regions 303 and
304 have different shapes (e.g., square and circular) in
Figure 24. Accordingly, woven textile 300 may be engi-
neered, designed, or otherwise structured to have par-
ticular properties in different areas.
[0053] Examples of properties that may be varied
through the addition or the configuration of fused regions
303 and 304 include permeability, durability, and stretch-
resistance. By forming one of fused regions 303 and 304
in a particular area of woven textile 400, the permeability
of that area generally decreases, whereas both durability
and stretch-resistance generally increases. As dis-
cussed in greater detail below, the degree to which
strands 301 and 302 are fused to each other has a sig-
nificant effect upon the change in permeability, durability,
and stretch-resistance. Other factors that may affect per-
meability, durability, and stretch-resistance include the
shapes, positions, and sizes of fused regions 303 and
304, as well as the specific thermoplastic polymer mate-
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rial forming strands 301 and 302.
[0054] Permeability generally relates to ability of air,
water, and other fluids (whether gaseous or liquid) to pass
through or otherwise permeate woven textile 300. De-
pending upon the degree to which strands 301 and 302
are fused to each other, the permeability may vary sig-
nificantly. In general, the permeability is highest in areas
of woven textile 300 where strands 301 and 302 are fused
the least, and the permeability is lowest in areas of woven
textile 300 where strands 301 and 302 are fused the most.
As such, the permeability may vary along a spectrum
depending upon the degree to which strands 301 and
302 are fused to each other. Areas of woven textile 300
that are separate from fused regions 303 and 304 (i.e.,
unfused areas of woven textile 300) generally exhibit a
relatively high permeability. Due to the openings between
strands 301 and 302, fused region 303 may also exhibit
a relatively high permeability, but the permeability is gen-
erally less than in areas separate from fused regions 303
and 304. Due to the non-filamentous state that effectively
forms a solid polymer sheet, fused region 304 exhibits a
relatively low permeability.
[0055] Durability generally relates to the ability of wo-
ven textile 300 to remain intact, cohesive, or otherwise
undamaged, and may include resistances to wear, abra-
sion, and degradation from chemicals and light. Depend-
ing upon the degree to which strands 301 and 302 are
fused to each other, the durability may vary significantly.
Although the durability of any portion of woven textile 300
may be considered high, the durability is lowest in areas
of woven textile 300 where strands 301 and 302 are fused
the least, and the durability is highest in areas of woven
textile 300 where strands 301 and 302 are fused the most.
As such, the durability may vary along a spectrum de-
pending upon the degree to which strands 301 and 302
are fused to each other. Moreover, fused region 303 may
have lesser durability than fused region 304. Other fac-
tors that may affect the general durability of fused regions
303 and 304 and other areas of woven textile 300 include
the initial thickness and density of woven textile 300 and
the type of thermoplastic polymer material forming
strands 301 and 302.
[0056] Stretch-resistance generally relates to the abil-
ity of woven textile 300 to resist stretching when subject-
ed to a textile force. As with permeability and durability,
the stretch-resistance of woven textile 300 may vary sig-
nificantly depending upon the degree to which strands
301 and 302 are fused to each other. Although the
stretch-resistance of any portion of woven textile 300 may
be considered high, the stretch-resistance is lowest in
areas of woven textile 300 where strands 301 and 302
are fused the least, and the stretch-resistance is highest
in areas of woven textile 300 where strands 301 and 302
are fused the most. The thermoplastic polymer material
or other materials utilized for woven textile 300 may be
considered elastomeric or may stretch at least one-hun-
dred percent prior to tensile failure. Although the stretch-
resistance of woven textile 300 may be greater in areas

where strands 301 and 302 are fused the most, fused
region 304 may still be elastomeric or may stretch at least
one-hundred percent prior to tensile failure. Other factors
that may affect the general stretch properties of fused
regions 303 and 304 and other areas of woven textile
300 include the initial thickness and density of woven
textile 300 and the type of thermoplastic polymer material
forming strands 301 and 302.
[0057] As discussed in greater detail below, woven tex-
tile 300 may be incorporated into a variety of products,
including various articles of apparel (e.g., shirts, foot-
wear). Taking a shirt as an example, woven textile 300
may form a majority of the shirt, including a torso region
and two arm regions. Given that moisture may accumu-
late within the shirt from perspiration, a majority of the
shirt may be formed from portions of woven textile 300
that do not include fused regions 303 and 304 in order
to provide a relatively high permeability. Given that elbow
areas of the shirt may be subjected to relatively high abra-
sion as the shirt is worn, some of fused regions 303 and
304 may be located in the elbow areas to impart greater
durability. Additionally, given that the neck opening may
be stretched as the shirt is put on an individual and taken
off the individual, one of fused regions 303 and 304 may
be located around the neck opening to impart greater
stretch-resistance. Accordingly, one material (i.e., woven
textile 300) may be used throughout the shirt, but by fus-
ing different areas to different degrees, the properties
may be advantageously-varied in different areas of the
shirt.
[0058] The above discussion focused primarily on the
properties of permeability, durability, and stretch-resist-
ance. A variety of other properties may also be varied
through the addition or the configuration of fused regions
303 and 304. For example, the overall density of woven
textile 300 may be increased as the degree of fusing in-
creases. The transparency of woven textile 300 may also
be increased as the degree of fusing increases. Depend-
ing upon various factors, the saturation of a color of wo-
ven textile 300 may also increase as the degree of fusing
increases. Fused regions 303 and 304 may also contrast
visually with other areas. The overall thickness of woven
textile 300 may decrease as the degree of fusing increas-
es. The degree to which woven textile 300 recovers after
being stretched, the overall flexibility of woven textile 300,
and resistance to various modes of failure may also vary
depending upon the degree of fusing. Accordingly, a va-
riety of properties may be varied by forming fused regions
similar to fused regions 303 and 304.
[0059] Although the above discussion focused upon
woven textile 300, similar concepts apply to knitted textile
400. As such, the properties of fused regions 403 and
404 may be different than the properties of unfused re-
gions in knitted textile 400. In configurations where knit-
ted textile 400 has multiple fused regions 403 and 404,
the properties of fused region 403 may be different than
the properties of one of fused region 404. Moreover, the
properties of one of fused regions 403 may be different
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than the properties of another of fused regions 403. In
addition to varying the degree of fusing, the shapes of
multiple fused regions 403 and 404 and other aspects of
knitted textile 400 may be varied to impart specific prop-
erties to specific areas. Accordingly, knitted textile 400
may be engineered, designed, or otherwise structured
to have particular properties in different areas, including
the properties of permeability, durability, and stretch-re-
sistance.

F. Composite Elements

[0060] A composite element 500 is depicted in Figures
25 and 26 as including a first component 501 and a sec-
ond component 502 that lay adjacent to each other and
are thermal bonded to each other. Although component
501 and 502 are depicted as having similar dimensions,
first component 501 may have a lesser or greater length,
a lesser or greater width, or a lesser or greater thickness
than second component 502. That is, the relative dimen-
sions of components 501 and 502 may vary considerably
depending upon the product in which composite element
500 is intended to be incorporated.
[0061] In order to facilitate thermal bonding, at least
one of components 501 and 502 includes a thermoplastic
polymer material. Either or both of components 501 and
502 may be woven textile 300, knitted textile 400, other
textiles that incorporate yarn 100 or thread 200, or other
textiles that incorporate a thermoplastic polymer materi-
al. Moreover, one of components 501 and 502 may be
another textile (e.g., knitted, woven, non-woven), an el-
ement of polymer foam, a polymer sheet, or a plate. As
examples, (a) each of components 501 and 502 may be
woven textile 300, (b) each of components 501 and 502
may be knitted textile 400, (c) first component 501 may
be woven textile 300 and second component 502 may
be knitted textile 400, (d) first component 501 may be
woven textile 300 and second component 502 may be
another textile formed from cotton, silk, thermoset poly-
mer filaments, or other materials that do not include a
thermoplastic polymer material, (e) first component 501
may be knitted textile 400 and second component 502
may be an element of polymer foam formed from either
thermoplastic or thermoset polymer material, (f) first com-
ponent 501 may be woven textile 300 and second com-
ponent 502 may be a polymer sheet formed from either
thermoplastic or thermoset polymer material, or (g) first
component 501 may be knitted textile 400 and second
component 502 may be a plate formed from metal, wood,
or a rigid polymer formed from either thermoplastic or
thermoset polymer material.
[0062] As a further example, first component 501 may
be woven textile 300. If second component 502 is another
textile that absorbs or wicks water, then the combination
of woven textile 300 and second component 502 may be
suitable for articles of apparel utilized during athletic ac-
tivities where an individual wearing the apparel is likely
to perspire. If second component 502 is a compressible

material, such as an element of polymer foam, then the
combination of woven textile 300 and second component
502 may be suitable for articles of apparel where cush-
ioning (i.e., attenuation of impact forces) is advanta-
geous, such as padding for athletic activities that may
involve contact or impact with other athletes, equipment,
or the ground. If second component 502 is a polymer
sheet or plate, then the combination of woven textile 300
and second component 502 may be suitable for articles
of apparel that impart protection from acute impacts. Sim-
ilar combinations may be formed where first component
501 is knitted textile 400. Accordingly, a variety of mate-
rials or other components maybe joined through thermal
bonding to either of textiles 300 and 400 form composite
elements with additional properties.
[0063] A general manufacturing process for forming
composite element 500 will now be discussed with ref-
erence to Figures 27A-27C. Initially, components 501
and 502 are located between a heat press having a pair
of platens 11, as depicted in Figure 27A. Platens 11 then
translate or otherwise move toward each other in order
to compress or induce contact between components 501
and 502, as depicted in Figure 27B. While compressed,
heat is applied to form the thermal bond that joins com-
ponents 501 and 502. That is, the temperatures of com-
ponents 501 and 502 are elevated to at least a glass
transition temperature of a thermoplastic polymer mate-
rial in one or both of components 501 and 502, thereby
causing softening or melting of the thermoplastic polymer
material at the interface between components 501 and
502. Depending upon the materials of both components
501 and 502, as well as the overall configuration of com-
ponents 501 and 502, only one of platens 11 or both of
platens 11 may be heated to elevate the temperatures
of components 501 and 502 through conduction. Upon
separating platens 11, as depicted in Figure 27C, the
thermal bonded composite element 500 may be removed
and permitted to cool.
[0064] Although the general process discussed above
may be utilized to form composite element 500, other
methods may also be utilized. Rather than components
501 and 502 through conduction, other methods that in-
clude radio frequency heating, ultrasonic heating, radiant
heating, laser heating, or chemical heating may be uti-
lized. In some processes, radiant heating may utilize to
raise the temperature of at least one of components 501
and 502 prior to being compressed between platens 11.
An advantage of utilizing radiant heating to elevate the
temperature of only the surfaces forming the thermal
bond is that the thermoplastic polymer material within
other portions of components 501 and 502 may not heat-
ed significantly. In some processes, stitching or adhe-
sives may also be utilized between components 501 and
502 to supplement the thermal bond.
[0065] Using the process discussed above, the ther-
moplastic polymer material in either of components 501
and 502 may be utilized to secure components 501 and
502 to each other. A thermoplastic polymer material
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melts when heated and returns to a solid state when
cooled sufficiently. Based upon this property of thermo-
plastic polymer materials, thermal bonding processes
may be utilized to form a thermal bond that joins compo-
nents 501 and 502 to each other. The configuration of
the thermal bond at least partially depends upon the ma-
terials and structure of components 501 and 502. As a
first example, each of components 501 and 502 may be
woven textile 300. Upon heating, the thermoplastic pol-
ymer material from each element of woven textile 300
may intermingle with each other to secure components
501 and 502 to each other when cooled. Similar proc-
esses may be utilized when each of components 501 and
502 are knitted textile 400 or when first component 501
is woven textile 300 and second component 502 is knitted
textile 400. As a second example, first component 501
may be woven textile 300 and second component 502
may be another textile formed from cotton, silk, or ther-
moset polymer filaments. Upon heating, the thermoplas-
tic polymer material of woven textile 300 may extend
around or bond with filaments in the other textile to secure
components 501 and 502 to each other when cooled. As
a third example, first component 501 may be knitted tex-
tile 400 and second component 502 may be an element
of polymer foam (or a polymer sheet or plate) formed
from a thermoplastic polymer material. Upon heating, the
thermoplastic polymer materials of knitted textile 400 and
the polymer foam may intermingle with each other to se-
cure components 501 and 502 to each other when
cooled. If, however, the polymer foam has a glass tran-
sition temperature that is higher than the thermoplastic
polymer material of knitted textile 400, then the thermo-
plastic polymer material of knitted textile 400 may extend
into the structure, crevices, or cavities of the polymer
foam to secure components 501 and 502 to each other
when cooled. As a fourth example, first component 501
may be knitted textile 400 and second component 502
may be an element of polymer foam (or a polymer sheet
or plate) formed from a thermoset polymer material. Upon
heating, the thermoplastic polymer material of knitted tex-
tile 400 may extend into the structure, crevices, or cavities
of the polymer foam to secure components 501 and 502
to each other when cooled. Accordingly, a thermal bond
may be utilized to join components 501 and 502 even
when components 501 and 502 have a variety of struc-
tures or are formed from a diverse range of materials.
[0066] In order to impart varying properties to compos-
ite element 500, either of components 501 and 502 may
include various fused regions, similar to fused regions
303, 304, 403, and 404. Referring to Figure 28, for ex-
ample, composite element 500 is depicted as incorpo-
rating woven textile 300 as first component 501, and a
fused region 304 is formed in woven textile 300. In some
processes fused region 304 (or fused region 303) may
be formed prior to joining woven textile 300 with second
component 502. In other processes, however, fused re-
gion 304 (or fused region 303) may be formed during the
thermal bonding process or following the thermal bonding

process. Accordingly, fused regions 303 and 304 may
be formed at any stage of the manufacturing process for
composite elements. Although composite element 500
in this example incorporates woven textile 300, knitted
textile 400 may also be utilized in a similar manner. That
is, a composite element incorporating knitted textile 400
may also include various fused regions 403 and 404 to
impart varying properties.

G. Thermal Bonded Seam Configurations

[0067] When incorporated into products, such as ap-
parel, textile elements are often joined at various seams.
Although stitching and adhesive bonding may be utilized
to form a seam between the textile elements, the seam
may also be formed through a thermal bonding process
when at least one of the textile elements includes a ther-
moplastic polymer material. That is, a thermal bond may
be utilized to form the seam in products that incorporate
woven textile 300, knitted textile 400, or other textiles that
incorporate a thermoplastic polymer material.
[0068] A seam element 600 is depicted in Figures 29
and 30 as including a first component 601 and a second
component 602 with edge areas that are thermal bonded
at a seam 603. Although component 601 and 602 are
depicted as having similar dimensions, first component
601 may have a lesser or greater length, a lesser or great-
er width, or a lesser or greater thickness than second
component 602. That is, the relative dimensions of com-
ponents 601 and 602 may vary considerably depending
upon the product in which seam 603 is intended to be
incorporated.
[0069] In order to facilitate thermal bonding at seam
603, at least one of components 601 and 602 includes a
thermoplastic polymer material. Either or both of compo-
nents 601 and 602 may be woven textile 300, knitted
textile 400, other textiles that incorporate yarn 100 or
thread 200, or other textiles that incorporate a thermo-
plastic polymer material. Moreover, one of components
601 and 602 may be another textile (e.g., knitted, woven,
non-woven), an element of polymer foam, or a polymer
sheet, for example. As examples, (a) each of compo-
nents 601 and 602 may be woven textile 300, (b) each
of components 601 and 602 may be knitted textile 400,
(c) first component 601 may be woven textile 300 and
second component 602 may be knitted textile 400, (d)
first component 601 may be woven textile 300 and sec-
ond component 602 may be another textile formed from
cotton, silk, thermoset polymer filaments, or other mate-
rials that do not include a thermoplastic polymer material,
(e) first component 601 may be knitted textile 400 and
second component 602 may be an element of polymer
foam formed from either thermoplastic or thermoset pol-
ymer material, or (f) first component 601 may be woven
textile 300 and second component 602 may be a polymer
sheet formed from either thermoplastic or thermoset pol-
ymer material.
[0070] A general manufacturing process for forming
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seam 603 will now be discussed with reference to Figures
31A-31D. Initially, components 601 and 602 are located
between a pair of seam-forming dies 12, as depicted in
Figure 31A. Seam-forming dies 12 then translate or oth-
erwise move toward each other in order to compress or
induce contact between edge areas components 601 and
602, as depicted in Figure 31B. In order to form the ther-
mal bond and join the edge areas of components 601
and 602, seam-forming dies 12 apply heat to the edge
areas. That is, seam-forming dies 12 elevate the temper-
ature of the edge areas of components 601 and 602 to
cause softening or melting of the thermoplastic polymer
material at the interface between the edge areas. Al-
though the temperature of the edge areas is generally
raised to at least the glass-transition temperature of the
thermoplastic polymer material forming one or both of
components 601 and 602, the temperature may also ex-
ceed the melting temperature. Upon separating seam-
forming dies 12, as depicted in Figure 31C, seam 603 is
formed between the edge areas of components 601 and
602. After being permitted to cool, components 601 and
602 may be unfolded, as depicted in Figure 31D. Seam
603 may also be trimmed to limit the degree to which the
end areas protrude outward at seam 603. Rather than
heating the edge areas of components 601 and 602
through conduction, other methods that include radio fre-
quency heating, ultrasonic heating, radiant heating, laser
heating, or chemical heating may be utilized.
[0071] As with the formation of fused regions 303, 304,
403, and 404, the formation of seam 603 involves sof-
tening or melting the thermoplastic polymer material in
one or both of components 601 and 602. Depending upon
the temperature and pressure applied to the edge areas
of components 601 and 602, as well as the time that the
edge areas are heated and compressed, for example,
the degree to which the thermoplastic polymer material
in components 601 and 602 softens or melts may vary
significantly. As such, the thermal bond at seam 603 may
range from (a) a state where filaments or strands in com-
ponents 601 and 602 remain separate and identifiable,
as in fused regions 303 and 403, to (b) a state where
filaments or strands in components 601 and 602 form a
larger mass of thermoplastic polymer material, as in
fused regions 304 and 404.
[0072] Using the process discussed above, the ther-
moplastic polymer material in either of components 601
and 602 may be utilized to secure components 601 and
602 to each other at seam 603. The configuration of the
thermal bond at seam 603 at least partially depends upon
the materials and structure of components 601 and 602.
As a first example, each of components 601 and 602 may
be woven textile 300. Upon heating, the thermoplastic
polymer material from each element of woven textile 300
may intermingle with each other to secure components
601 and 602 to each other when cooled. Similar proc-
esses may be utilized when each of components 601 and
602 are knitted textile 400 or when first component 601
is woven textile 300 and second component 602 is knitted

textile 400. As a second example, first component 601
may be woven textile 300 and second component 602
may be another textile formed from cotton, silk, or ther-
moset polymer filaments. Upon heating, the thermoplas-
tic polymer material of woven textile 300 may extend
around or bond with filaments in the other textile to secure
components 601 and 602 to each other when cooled. As
a third example, first component 601 may be knitted tex-
tile 400 and second component 602 may be an element
of polymer foam (or a polymer sheet) formed from a ther-
moplastic polymer material. Upon heating, the thermo-
plastic polymer materials of knitted textile 400 and the
polymer foam may intermingle with each other to secure
components 601 and 602 to each other when cooled. If,
however, the polymer foam has a glass transition tem-
perature that is higher than the thermoplastic polymer
material of knitted textile 400, then the thermoplastic pol-
ymer material of knitted textile 400 may extend into the
structure, crevices, or cavities of the polymer foam to
secure components 601 and 602 to each other when
cooled. As a fourth example, first component 601 may
be knitted textile 400 and second component 602 may
be an element of polymer foam (or a polymer sheet)
formed from a thermoset polymer material. Upon heating,
the thermoplastic polymer material of knitted textile 400
may extend into the structure, crevices, or cavities of the
polymer foam to secure components 601 and 602 to each
other when cooled. Accordingly, a thermal bond forming
seam 603 may be utilized to join components 601 and
602 even when components 601 and 602 have a variety
of structures or are formed from a diverse range of ma-
terials.
[0073] In order to impart varying properties to seam
element 600, either of components 601 and 602 may
include various fused regions. Moreover, the fused re-
gions may extend across seam 603 As an example of
this, Figure 32 depicts seam element 600 as incorporat-
ing woven textile 300 for first component 601 and knitted
textile 400 as second component 602. Woven textile 300
includes a fused region 303 in an area spaced from seam
603, and knitted textile 400 includes a fused region 403
in an area spaced from seam 603. Seam element 600
also includes a larger fused region that extends across
seam 603 and includes elements of both fused regions
304 and 404. In some processes, one or more of fused
regions 303, 304, 403, and 404 may be formed prior to
joining components 601 and 602 at seam 603. In other
processes, however, one or more of fused regions 303,
304, 403, and 404 may be formed during the thermal
bonding process or following the thermal bonding proc-
ess that forms seam 603. Accordingly, fused regions 303,
304, 403, and 404 may be formed at any stage of the
process for forming seam 603.
[0074] During the thermal bonding process discussed
above, the edge areas of components 601 and 602 are
heated and compressed. In addition to forming seam
603, the heating and compression may also cause the
edge areas of components 601 and 602 to compress or
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reduce in thickness. More particularly, processes that
form a thermal bond, as at seam 603, may effectively
cause thinning in the area of the thermal bond. This effect
may be seen in Figure 30, as well as various other figures
discussed below. Although not always depicted, similar
effects may occur at any of fused regions 303, 304, 403,
and 404 or at any other location where thermal bonding
or fusing occurs.
[0075] Whereas components 601 and 602 curve at
seam 603 and protrude outward, other seam configura-
tions may have a more planar or flat configuration. Re-
ferring to Figures 33 and 34, for example, seam compo-
nent 600 includes components 601 and 602, which are
joined to form a seam 604. In this configuration, an edge
area of first component 601 overlaps and is joined with
an edge of second component 602 at seam 604. Although
a thermal bond is utilized to join components 601 and
602 at seam 604, stitching or adhesive bonding may also
be utilized to reinforce seam 604.
[0076] A general manufacturing process for forming
seam 604 will now be discussed with reference to Figures
35A-35C. Initially, components 601 and 602 are posi-
tioned in an overlapping configuration between seam-
forming dies 12, as depicted in Figure 35A. Seam-form-
ing dies 12 then translate or otherwise move toward each
other in order to compress or induce contact between
edge areas of components 601 and 602, as depicted in
Figure 35B. In order to form the thermal bond and join
the edge areas of components 601 and 602, seam-form-
ing dies 12 apply heat to the edge areas. That is, seam-
forming dies 12 elevate the temperature of the edge ar-
eas of components 601 and 602 to cause softening or
melting of the thermoplastic polymer material at the in-
terface between the edge areas, thereby inducing ther-
mal bonding and forming seam 604. Although the tem-
perature of the edge areas is generally raised to at least
the glass-transition temperature of the thermoplastic pol-
ymer material forming one or both of components 601
and 602, the temperature may also exceed the melting
temperature. Upon separating seam-forming dies 12, as
depicted in Figure 35C, components 601 and 602 are
permitted to cool and the manufacturing process for form-
ing seam 604 is complete.

H. Stitched And Thermal Bonded Seam Configurations

[0077] Thermal bonding is utilized to join components
601 and 602 at the various seams 603 and 604 discussed
above. Although thermal bonding alone is sufficient,
stitching or adhesive bonding may also be utilized to re-
inforce seams 603 and 604. Moreover, stitching may be
utilized to temporarily join or otherwise pre-join compo-
nents 601 and 602 prior to thermal bonding. When the
stitching (e.g., yarn, thread, monofilament) incorporates
a thermoplastic polymer material, the stitching may also
form a thermal bond with each of components 601 and
602. Depending upon the temperature at which thermal
bonding occurs, the stitching may also melt into the struc-

ture of components 601 and 602.
[0078] Referring to Figure 36, components 601 and
602 are joined to form seam 603. At least one of compo-
nents 601 and 602 includes a thermoplastic polymer ma-
terial, which we will refer to as a "first thermoplastic pol-
ymer material" for purposes of the present discussion.
As such, components 601 and 602 are thermal bonded
to each other with the first thermoplastic polymer material
at seam 603. Additionally, a stitching strand 605 extends
through components 601 and 602 at seam 603, thereby
stitching components 601 and 602 together. Stitching
strand 605 also includes a thermoplastic polymer mate-
rial, which we will refer to as a "second thermoplastic
polymer material" for purposes of the present discussion.
Given that stitching strand 605 includes the second ther-
moplastic polymer material, stitching strand 605 is ther-
mal bonded to components 601 and 602 with the second
thermoplastic polymer material at seam 603.
[0079] Stitching strand 605 may be a yarn, thread, or
monofilament, for example. In some configurations,
stitching strand 605 may have the general configuration
of thread 200. As such, stitching strand 605 may include
two or more yarns (e.g., yarns 201) that are twisted with
each other. Moreover, the yarns may include a plurality
of substantially aligned filaments (e.g., filaments 202)
that are substantially formed from the second thermo-
plastic polymer material. As such, at least ninety-five per-
cent, ninety-nine percent, or one-hundred percent of a
material of the filaments in stitching strand 605 may be
the second thermoplastic polymer material. Although
stitching strand 605 is depicted as forming a zigzag stitch,
other stitch configurations may be used for joining com-
ponents 601 and 602 with stitching strand 605.
[0080] Based upon the discussion above, seam 603
effectively includes two thermal bonds. The first thermal
bond is formed by the first thermoplastic polymer material
from one or both of components 601 and 602. Although
the first thermal bond primarily joins components 601 and
602 to each other, thereby forming seam 603, the first
thermal bond may also join stitching strand 605 to com-
ponents 601 and 602. The second thermal bond is formed
by the second thermoplastic polymer material from stitch-
ing strand 605. Although the second thermal bond pri-
marily joins stitching strand 605 to components 601 and
602, the second thermal bond may also join (a) sections
of stitching strand 605 to each other or (b) components
601 and 602 to each other. An advantage of utilizing the
first and second thermal bonds relates to strength. That
is, seam 603 may exhibit greater strength than seams
that are only utilize one of stitching or thermal bonding.
[0081] The first thermoplastic polymer material and the
second thermoplastic polymer material may be the same
thermoplastic polymer material (e.g., both being thermo-
plastic polyurethane), but with different glass transition
and melting temperatures. As an example, the first and
second thermoplastic polymer materials may be thermo-
plastic polyurethane, with the first thermoplastic polymer
material having higher glass transition and melting tem-
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peratures than the second thermoplastic polymer mate-
rial. Additionally, the first thermoplastic polymer material
and the second thermoplastic polymer material may be
different thermoplastic polymer materials, such as ther-
moplastic polyurethane and thermoplastic polyolefin.
[0082] An advantage of incorporating the same ther-
moplastic polymer material into components 601 and 602
and stitching strand 605 relates to thermal bonding com-
patibility. Although different thermoplastic polymer ma-
terials may form thermal bonds with each other, thermal
bonds may form more easily and with greater strength
when components 601 and 602 and stitching strand 605
are formed from the same thermoplastic polymer mate-
rial. A further advantage is gained when components 601
and 602 and stitching strand 605 include the same ther-
moplastic polymer material, but with different glass tran-
sition and melting temperatures. More particularly, by
configuring components 601 and 602 to have a different
glass transition and melting temperature than stitching
strand 605, the degree to which the first thermoplastic
polymer material in components 601 and 602 softens or
melts is less than the degree to which the second ther-
moplastic polymer material in stitching strand 605 softens
or melts when forming (a) the first thermal bond between
components 601 and 602 and (b) the second thermal
bond between stitching strand 605 and components 601
and 602.
[0083] The degree to which individual yarns or fila-
ments within stitching strand 605 soften or melt when
heated to form the second thermal bond with components
601 and 602 may vary significantly. Referring again to
Figure 36, stitching strand 605 is clearly seen as stitching
components 601 and 602 together. Although stitching
strand 605 may be thermal bonded with components 601
and 602, stitching strand 605 remains coherent in this
configuration, possibly with individual yarns or filaments
within stitching strand 605 remaining identifiable. In this
configuration, the second thermoplastic polymer material
of stitching strand 605 may form thermal bonds at areas
of contact with components 601 and 602, but may not
melt to form thermal bonds in other areas. As another
example, Figure 37A depicts stitching strand 605 as hav-
ing a less coherent structure, which indicates some de-
gree of melting in stitching strand 605. That is, the second
thermoplastic polymer material of stitching strand 605
may have melted so as to extend around yarns or fila-
ments in components 601 and 602, and some of the sec-
ond thermoplastic polymer material may have been wick-
ed or otherwise drawn into the filamentous structure of
components 601 and 602. Referring to Figure 37B, stitch-
ing strand 605 has an even less coherent structure, which
indicates a greater degree of melting in stitching strand
605. That is, the second thermoplastic polymer material
of stitching strand 605 may have melted so as to extend
around more distant yarns or filaments in components
601 and 602, and a greater amount of the second ther-
moplastic polymer material may have been wicked or
otherwise drawn into the filamentous structure of com-

ponents 601 and 602. Finally, Figure 37C depicts a con-
figuration wherein stitching strand 605 has significantly
melted and is almost entirely wicked or otherwise drawn
into the filamentous structure of components 601 and
602. Although the second thermoplastic polymer material
remains within seam 305, stitching strand 605 is entirely
non-coherent and is effectively absorbed or otherwise
integrated into the structure of components 601 and 602.
The degree to which individual yarns or filaments within
stitching strand 605 soften or melt when heated to form
the thermal bond may affect the strength of seam 305,
as well as the aesthetic properties of articles of apparel
or other products that incorporate seam 603.
[0084] Comparisons between Figures 36 and 37A-37C
demonstrate variations in the degree to which stitching
strand 605 softens or melts when forming the thermal
bond with the elements of components 601 and 602. Al-
though not depicted, the thermal bond formed by the first
thermoplastic polymer material from the elements of
components 601 and 602 may vary in a similar manner.
In many configurations, however, the first thermoplastic
polymer material of components 601 and 602 may melt
or soften to a lesser degree than the second thermoplas-
tic polymer material of stitching strand 605. An advantage
of lesser melting or softening of the first thermoplastic
polymer material is that a fibrous or filamentous structure
of components 601 and 602, when formed from textiles
(e.g., textile 200 or 300), remains intact or otherwise co-
herent. When utilized in articles of apparel, the lesser
melting or softening of the first thermoplastic polymer ma-
terial may ensure that seam 603 remain flexible and does
not form hard areas of the apparel that may cause dis-
comfort to the wearer. Additionally, the lesser melting or
softening of the first thermoplastic polymer material in
one or both of components 601 and 602 may enhance
the aesthetic properties of the apparel.
[0085] In order to ensure that the first thermoplastic
polymer material of components 601 and 602 melts or
softens to a lesser degree than the second thermoplastic
polymer material of stitching strand 605, different melting
and glass transition temperatures are selected for each
of the first and second thermoplastic polymer materials.
More particularly, the melting and glass transition tem-
peratures of the first thermoplastic polymer material are
higher than the respective melting and glass transition
temperatures of the second thermoplastic polymer ma-
terial. That is, the melting temperature of the first ther-
moplastic polymer material is higher than the melting
temperature of the second thermoplastic polymer mate-
rial, and the glass transition temperature of the first ther-
moplastic polymer material is higher than the glass tran-
sition temperature of the second thermoplastic polymer
material. Depending upon the desired degree of melting
or softening of the second thermoplastic polymer mate-
rial, as in Figures 36 and 37A-37C, the melting temper-
ature of the second thermoplastic polymer material may
be higher or lower than the glass transition temperature
of the first thermoplastic polymer material. More partic-
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ularly, for example, stitching strand 605 may melt more
(e.g., Figures 37B and 37C) in configurations where the
melting temperature of the second thermoplastic polymer
material is lower than the glass transition temperature of
the first thermoplastic polymer material, and stitching
strand 605 may melt less (e.g., Figures 36 and 37A) in
configurations where the melting temperature of the sec-
ond thermoplastic polymer material is higher than the
glass transition temperature of the first thermoplastic pol-
ymer material.
[0086] Although the temperatures may vary signifi-
cantly, examples values for the melting and glass tran-
sition temperatures of the first and second thermoplastic
polymer materials will now be discussed. As an example,
the first thermoplastic polymer material of components
601 and 602 may be thermoplastic polyurethane with a
glass transition temperature of 180 degrees Celsius and
a melting temperature of 210 degrees Celsius, and the
second thermoplastic polymer material of stitching strand
605 may be thermoplastic polyurethane with a glass tran-
sition temperature of 140 degrees Celsius and a melting
temperature of 160 degrees Celsius. With these temper-
atures, the melting temperature of the second thermo-
plastic polymer material is lower than the glass transition
temperature of the first thermoplastic polymer material.
As another example, the first thermoplastic polymer ma-
terial of components 601 and 602 may be thermoplastic
polyurethane with a glass transition temperature of 170
degrees Celsius and a melting temperature of 210 de-
grees Celsius, and the second thermoplastic polymer
material of stitching strand 605 may be thermoplastic
polyurethane with a glass transition temperature of 150
degrees Celsius and a melting temperature of 190 de-
grees Celsius. With these temperatures, the melting tem-
perature of the second thermoplastic polymer material is
higher than the glass transition temperature of the first
thermoplastic polymer material.
[0087] A general manufacturing process for forming
seam 603 with stitching strand 605 will now be discussed
with reference to Figures 38A-38E. Initially, components
601 and 602 are located within a stitching machine 13
that dispenses stitching strand 605 and extends stitching
strand 605 through components 601 and 602, thereby
stitching edge areas of components 601 and 602 togeth-
er. In addition to stitching strand 605, stitching machine
13 may also dispense a bobbin strand (not depicted).
Stitching machine 13 may be any conventional sewing
machine, surger, or device that performs a stitching op-
eration. Hand stitching may also be utilized. Although the
relatively simple configuration of components 601 and
602 is depicted, many articles of apparel and other prod-
ucts may be formed from multiple components or other
material elements. As such, joining components 601 and
602 with stitching strand 605 serves to temporarily join
or otherwise pre-join components 601 and 602 prior to
thermal bonding. In effect, stitching strand 605 tempo-
rarily joins the multiple components or other elements of
an article of apparel or other product prior to thermal

bonding.
[0088] Once properly joined with stitching strand 605,
the edge areas of components 601 and 602 that include
stitching strand 605 are located between the pair of
seam-forming dies 12, as depicted in Figure 38B. Seam-
forming dies 12 then translate or otherwise move toward
each other in order to compress or induce contact be-
tween the edge areas of components 601 and 602, as
depicted in Figure 38C. Seam-forming dies 12 also apply
heat to components 601 and 602 and stitching strand
605 to (a) form a first thermal bond with the first thermo-
plastic polymer material from components 601 and 602,
thereby joining components 601 and 602 to each other
at seam 603 and (b) form a second thermal bond with
the second thermoplastic polymer material from stitching
strand 605, thereby joining stitching strand 605 to com-
ponents 601 and 602. Accordingly, heat from seam-form-
ing dies 12 effectively forms two thermal bonds at seam
603.
[0089] Upon separating seam-forming dies 12, as de-
picted in Figure 38D, seam 603 is formed permitted to
cool. Components 601 and 602 may then be unfolded,
as depicted in Figure 38E. Seam 603 may also be
trimmed to limit the degree to which the end areas pro-
trude outward at seam 603. Rather than heating compo-
nents 601 and 602 and stitching strand 605 through con-
duction, other methods that include radio frequency heat-
ing, ultrasonic heating, radiant heating, laser heating, or
chemical heating may be utilized.
[0090] The degree of thermal bonding in seam 603
may vary significantly. In some configurations, as dis-
cussed above, advantages may be gained with a lesser
degree of melting or softening of the first thermoplastic
polymer material in components 601 and 602. In order
to ensure that (a) the fibrous or filamentous structure of
components 601 and 602 remains intact or otherwise
coherent and (b) stitching strand 605 melts or softens to
a greater degree, the melting and glass transition tem-
peratures of the first thermoplastic polymer material are
higher than the respective melting and glass transition
temperatures of the second thermoplastic polymer ma-
terial. That is, the melting temperature of the first ther-
moplastic polymer material is higher than the melting
temperature of the second thermoplastic polymer mate-
rial, and the glass transition temperature of the first ther-
moplastic polymer material is higher than the glass tran-
sition temperature of the second thermoplastic polymer
material. Moreover, the melting temperature of the sec-
ond thermoplastic polymer material may be higher or low-
er than the glass transition temperature of the first ther-
moplastic polymer material.
[0091] Figure 39A depicts a graph of the manner in
which the temperature of seam 603 changes between
the steps discussed above for Figures 38B-38D. More-
over, this graph shows the situation where the melting
temperature of the second thermoplastic polymer mate-
rial is higher than the glass transition temperature of the
first thermoplastic polymer material. Prior to being com-
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pressed by seam forming dies 12, the elements of seam
603 (i.e., components 601 and 602 and stitching strand
605) are at a constant initial temperature, which may
room temperature of a factory. Once compressed by
seam-forming dies 12, the temperature of the elements
of seam 603 rises to exceed the glass transition temper-
atures of both the first and second thermoplastic polymer
materials. When the temperature of the elements of seam
603 exceeds the two glass transition temperatures, ther-
mal bonding may occur (a) between components 601
and 602 and (b) between stitching strand 605 and com-
ponents 601 and 602. That is, both thermal bonds may
be formed when the temperature of the components of
seam 603 exceeds the two glass transition temperatures.
Note that the melting temperature of the second thermo-
plastic polymer material is higher than the glass transition
temperature of the first thermoplastic polymer material.
As such, the second thermoplastic polymer material in
stitching strand 605 does not reach the melting point in
this example. As a result, stitching strand 605 may melt
to a lesser degree, as in the configurations of Figures 36
and 37A. Once seam-forming dies 12 separate and the
elements of seam 605 are removed, the temperature of
the components may cool or otherwise decrease to the
initial temperature.
[0092] Figure 39B also depicts a graph of the manner
in which the temperature of seam 603 changes between
the steps discussed above for Figures 38B-38D. More-
over, this graph shows the situation where the melting
temperature of the second thermoplastic polymer mate-
rial is lower than the glass transition temperature of the
first thermoplastic polymer material. Prior to being com-
pressed by seam forming dies 12, the elements of seam
603 (i.e., components 601 and 602 and stitching strand
605) are at a constant initial temperature, which may
room temperature of a factory. Once compressed by
seam-forming dies 12, the temperature of the compo-
nents of seam 603 rises to exceed the glass transition
temperature of the first thermoplastic polymer material.
When the temperature of the components of seam 603
exceeds the glass transition temperature of the first ther-
moplastic polymer material, thermal bonding may occur
(a) between components 601 and 602 and (b) between
stitching strand 605 and components 601 and 602. That
is, both thermal bonds may be formed when the temper-
ature of the components of seam 603 exceeds the glass
transition temperature of the first thermoplastic polymer
material. Note that the melting temperature of the second
thermoplastic polymer material is lower than the glass
transition temperature of the first thermoplastic polymer
material. As such, the second thermoplastic polymer ma-
terial in stitching strand 605 reaches the melting point in
this example. As a result, stitching strand 605 may melt
to a greater degree, as in the configurations of Figures
37B and 37C. Once seam-forming dies separate and the
components of seam 603 are removed, the temperature
of the components may cool or otherwise decrease to
the initial temperature.

[0093] The various concepts discussed above relating
to the use of stitching strand 605 in seam 603 also applies
to the configuration of seam 604. As an example, Figure
40 depicts overlapping components 601 and 602 that are
joined to form a seam 604 that includes stitching strand
605. That is, edge areas of components 601 and 602
overlap and lay against each other, where thermal bond-
ing forms seam 604, and stitching strand 605 extends
through the edge areas of components 601 and 602.
Moreover, seam 604 effectively includes two thermal
bonds. The first thermal bond is formed by the first ther-
moplastic polymer material from components 601 and
602. The second thermal bond is formed by the second
thermoplastic polymer material from stitching strand 605.

I. General Product Configurations

[0094] The above discussion and associated Figures
1-40 disclose various elements that may be incorporated
into a variety of products, including (a) yarn 100, thread
200, woven textile 300, and knitted textile 400; (b) fused
regions 303, 304, 403, and 404; (c) composite element
500; (d) seams 603 and 604 from seam element 600,
with or without stitching strand 605; and (e) thermal bond-
ing to join or fuse. Any of these various elements may be
utilized alone or in combination in articles of apparel, such
as shirts, pants, socks, footwear, outerwear, undergar-
ments, and headwear. Various aspects of the various
elements may also be utilized in containers, upholstery
for furniture, bed coverings, table coverings, towels,
flags, tents, sails, and parachutes, as well as industrial
purposes that include automotive and aerospace appli-
cations, filter materials, medical textiles, geotextiles,
agrotextiles, and industrial apparel. Accordingly, the var-
ious elements may be utilized in a variety of products for
both personal and industrial purposes.
[0095] Although the various elements may be utilized
in a variety of products, the following discussion provides
examples of articles of apparel. That is, the following dis-
cussion demonstrates numerous ways in which the var-
ious elements may be incorporated into a shirt 700 and
footwear 800. More particularly, examples of various con-
figurations of shirt 700 and footwear 800 are provided in
order to demonstrate products utilizing yarns, threads,
and textiles that incorporate thermoplastic polymer ma-
terials, as well as the manner in which thermal bonding
may impart advantages to the products. Accordingly,
while the concepts outlined below are specifically applied
to various articles of apparel, the concepts may be ap-
plied to a variety of other products.

J. Shirt Configurations

[0096] A first configuration of shirt 700 is depicted in
Figure 41 as including a torso region 701 and a pair of
arm regions 702. Torso region 701 corresponds with a
torso of a wearer and covers at least a portion of the torso
when worn. An upper area of torso region 701 defines a
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neck opening 703 through which the neck and head of
the wearer protrude when shirt 700 is worn. Similarly, a
lower area of torso region 701 defines a waist opening
704 through which the waist or pelvic area of the wearer
protrudes when shirt 700 is worn. Arm regions 702 extend
outward from torso region 701 and respectively corre-
spond with a right arm and a left arm of the wearer when
shirt 700 is worn. As such, one of arm regions 702 covers
at least a portion of the right arm, and the other of arm
regions 702 covers at least a portion of the left arm. Each
of arm regions 702 define an arm opening 705 through
which the hands, wrists, or arms of the wearer protrude
when shirt 700 is worn.
[0097] Torso region 701 and arm regions 702 are
formed from various textile elements 706 that are joined
at a plurality of seams 707. Textile elements 706 are gen-
erally formed to have the configuration of woven textile
300, knitted textile 400, or any other textile that incorpo-
rates a thermoplastic polymer material. As such, textile
elements 706 may incorporate strands (e.g., yarn 100,
thread 200) that have a plurality of substantially aligned
filaments formed from a thermoplastic polymer material.
Although each of textile elements 706 may be woven or
knitted, other textile elements 706 may be a non-woven
textile or a polymer sheet, for example, that incorporates
a thermoplastic polymer material. Some of textile ele-
ments 706 may also be formed from cotton, silk, thermo-
set polymer filaments, or other materials that do not in-
clude a thermoplastic polymer material. Shirt 700 may
also include elastic components, zippers, hook-and-loop
fasteners, or other closure devices, for example.
[0098] Two of seams 707 extend between torso region
701 and arm regions 702 in order to join various textile
elements 706 together. Although not depicted, additional
seams 707 may extend along (a) side areas of torso re-
gion 701 to join front and back textile elements 706 and
(b) rear areas of arm regions 702 to join edge areas of
the textile element 706 forming each arm region 702, for
example. In general, seams 707 define regions where
edge areas of textile elements 706 are joined with each
other, possibly through thermal bonding. Referring to Fig-
ure 42A, one of seams 707 is depicted as having the
general configuration of seam 603, but may also have
the general configuration of seam 604. Moreover, any of
the various methods discussed above for forming seams
603 and 604, with or without stitching strand 605, may
be utilized to form seams 707. As such, an article of ap-
parel incorporating textile elements formed from a ther-
moplastic polymer material may include thermal bonds
that join textile elements at various seams.
[0099] Many of the edge areas of textile elements 706
are joined at seams 707. Other edge areas are present
at openings 703, 704, and 705. In order to prevent fraying
or unraveling of strands forming textile elements 706 at
openings 703, 704, and 705, various types of thermal
bonds may be employed. Referring to Figure 42B, the
edge area of textile element 706 that forms waist opening
704 is thermal bonded to effectively fuse the various

strands within textile element 706. That is, filaments or
yarns that incorporate a thermoplastic polymer material
may be thermal bonded with each other adjacent to waist
opening 704 to prevent fraying or unraveling of strands
forming textile elements 706. Another manner in which
thermal bonding may be utilized to prevent fraying or un-
raveling is depicted in Figure 42C. More particularly, the
edge area of textile element 706 at one of arm openings
705 is turned inward and folded back on itself. A thermal
bond is formed to join surfaces of textile element 706,
and the thermal bond also effectively fuses the various
strands within textile element 706. That is, filaments or
yarns that incorporate a thermoplastic polymer material
may be thermal bonded with each other adjacent to arm
openings 705 to prevent fraying or unraveling of strands
forming textile elements 706.
[0100] A second configuration of shirt 700 is depicted
in Figure 43 as having many of the features discussed
with reference to Figure 41. Although seams 707 may
exhibit the configuration in Figure 42A, seam 707 is de-
picted in Figure 44A as having the general configuration
of seam 604. As such, an edge area of one textile element
706 overlaps and is thermal bonded with an edge of the
other textile element 706. A variety of seam configura-
tions, including those of seams 603 and 604, may be
utilized in articles of apparel.
[0101] In order to impart different properties to specific
areas of shirt 700, various fused regions 708 are formed
in textile elements 706. More particularly, fused regions
708 are formed around neck opening 703, waist opening
704, and each of arm openings 705. Given that each of
openings 703-705 may be stretched as shirt 700 is put
on an individual and taken off the individual, fused regions
708 are located around openings 703-705 in order to
impart greater stretch-resistance to these areas. Strands
incorporating a thermoplastic polymer material in fused
regions 708 are generally fused to a greater degree than
in other areas of shirt 700. Similar to the discussion of
Figures 42B and 42C above, some of fused regions 708
may prevent fraying or unraveling in the areas around
openings 703-705.
[0102] Given that elbow areas of shirt 700 may be sub-
jected to relatively high abrasion as shirt 700 is worn,
some of fused regions 708 may be located in the elbow
areas to impart greater durability. Also, backpack straps
that extend over shoulder areas of shirt 700 may abrade
and stretch the shoulder areas. Additional fused regions
708 are, therefore, located in the shoulder areas of shirt
200 to impart both durability and stretch-resistance. Por-
tions of textile elements 706 that are located in the shoul-
der areas and around seams 707 effectively form both
seams 707 and fused regions 708 in the shoulder areas.
Two separate processes may be utilized to form these
areas. That is, one thermal bonding process may form
seams 707, and another thermal bonding process may
form fused regions 708 in the shoulder areas. In some
processes, however, seams 707 and fused regions 708
in the shoulder areas may be formed through a single
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thermal bonding process.
[0103] During the thermal bonding that forms fused re-
gions 708, areas of textile elements 706 are heated and
compressed. In addition to fusing strands within textile
elements 706, the heating and compression may also
cause fused regions 708 to compress or reduce in thick-
ness. More particularly, processes that form a fused re-
gions 708 may effectively cause thinning in the areas of
fused regions 708. This effect may be seen in Figure 44B
and may occur in other locations where thermal bonding
or fusing forms areas similar to fused regions 303, 304,
403, 404, and 708.
[0104] A third configuration of shirt 700 is depicted in
Figure 45 as including various components 709 are se-
cured to textile elements 706. More particularly, compo-
nents 709 are thermal bonded to an interior surface of
shirt 700, as depicted in Figures 46A-46C. In other con-
figurations, components 700 may be secured to an ex-
terior surface of shirt 700. Components 709 may be ad-
ditional textile elements that may incorporate thermo-
plastic polymer materials or may be formed from other
materials. Additionally, components 709 may be a com-
pressible material, such as elements of polymer foam.
Components 709 may also be a polymer sheet or plate.
Moreover, each of components 709 may be formed from
different materials to impart different properties to areas
of shirt 700. In effect, the combination of textile elements
706 and components 709 form structures similar to com-
posite element 500.
[0105] Components 709 may have various configura-
tions. If component 709 is another textile that absorbs or
wicks water, then the combination of textile elements 706
and the other textile may be suitable for configurations
of shirt 700 utilized during athletic activities where an
individual wearing shirt 700 is likely to perspire. If com-
ponent 709 is a compressible material, such as an ele-
ment of polymer foam, then the combination of textile
elements 706 and the compressible material may be suit-
able for configurations of shirt 70 where cushioning (i.e.,
attenuation of impact forces) is advantageous, such as
padding for athletic activities that may involve contact or
impact with other athletes, equipment, or the ground. If
component 709 is a polymer sheet or plate, then the com-
bination of textile elements 706 and the polymer sheet
or plate may be suitable for articles of apparel that impart
protection from acute impacts. Accordingly, a variety of
materials or other components maybe joined through
thermal bonding to textile elements 706 of shirt 700.
[0106] Various fused regions 708 are also formed in
textile elements 706 and adjacent to some of compo-
nents 709. As an example, two fused regions 708 extend
around the areas where components 709 are located in
the side areas of torso region 701. A pair of fused regions
708 extend over the areas where components 709 are
located in the elbow areas of arm regions 702. These
fused regions 708 may be utilized to reinforce or add
stretch-resistance to areas surrounding components 709
or provide greater durability to areas over components

709, for example.
[0107] A fourth configuration of shirt 700 is depicted in
Figure 47 as including a pocket 710, which may be uti-
lized to hold or otherwise contain relatively small objects
(e.g., keys, wallet, identification card, mobile phone, port-
able music player). Pocket 710 is formed as two over-
lapping layers of material, at least one of which is textile
element 708. Additionally, a thermal bond is utilized to
join the overlapping layers of material to each other. That
is, a thermal bond joins a periphery of the material ele-
ment forming pocket 710 to textile element 706. A central
area of pocket 710 remains unbonded. A pocket similar
to pocket 710 may also be formed in other products and
articles of apparel, including pants and jackets.
[0108] Based upon the above discussion, textile ele-
ments (e.g., textiles 300 and 400) including a thermo-
plastic polymer material may be utilized in shirt 700. Giv-
en that many other types of apparel have constructions
that are similar to shirt 700. That is, pants, socks, outer-
wear, undergarments, and headwear are all formed from
one or more textile elements joined at seams. These oth-
er types of apparel may, therefore, incorporate structures
that are substantially similar to seams 707 (i.e., seams
603, 604). In order to impart different properties to areas
of the apparel, various structures that are substantially
similar to fused regions 708 (i.e., fused regions 303, 304,
403, 404) may also be utilized. Similarly, the other types
of apparel may also incorporate structures that are sub-
stantially similar to components 709 (i.e., components
501, 502). By forming fused regions and combining the
textile elements with other components, various proper-
ties and combinations of properties may be imparted to
different areas of the apparel. That is, the various con-
cepts disclosed herein may be utilized individually or in
combination to engineer the properties of apparel to a
specific purpose.

K. Footwear Configurations

[0109] A first configuration of footwear 800 is depicted
in Figure 49 as including a sole structure 810 and an
upper 820. Sole structure 810 is secured to a lower area
of upper 820 and extends between upper 820 and the
ground. Upper 820 provides a comfortable and secure
covering for a foot of a wearer. As such, the foot may be
located within upper 820, which effectively secures the
foot within footwear 800, and sole structure 810 extends
under the foot to attenuate forces, enhance stability, or
influence the motions of the foot, for example.
[0110] Sole structure 810 includes a midsole 811, an
outsole 812, and an sockliner 813. Midsole 811 is se-
cured to a lower surface of upper 820 and may be formed
from a compressible polymer foam element (e.g., a poly-
urethane or ethylvinylacetate foam) that attenuates
ground reaction forces (i.e., provides cushioning) when
compressed between the foot and the ground during
walking, running, or other ambulatory activities. In further
configurations, midsole 811 may incorporate fluid-filled
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chambers, plates, moderators, or other elements that fur-
ther attenuate forces, enhance stability, or influence the
motions of the foot, or midsole 811 may be primarily
formed from a fluid-filled chamber. Outsole 812 is se-
cured to a lower surface of midsole 811 and may be
formed from a wear-resistant rubber material that is tex-
tured to impart traction. Sockliner 813 is located within
upper 820, as depicted in Figure 50, and is positioned to
extend under a lower surface of the foot. Although this
configuration for sole structure 810 provides an example
of a sole structure that may be used in connection with
upper 820, a variety of other conventional or nonconven-
tional configurations for sole structure 810 may also be
utilized.
[0111] Upper 820 may be formed from a variety of el-
ements that are joined together to form a structure for
receiving and securing the foot relative to sole structure
810. As such, upper 820 extends along opposite sides
of the foot, over the foot, around a heel of the foot, and
under the foot. Moreover, upper 820 defines a void 821,
which is a generally hollow area of footwear 800, that
has a general shape of the foot and is intended to receive
the foot. Access to void 821 is provided by an ankle open-
ing 822 located in at least a heel region. A lace 823 ex-
tends through various lace apertures 824 and permits
the wearer to modify dimensions of upper 820 to accom-
modate the proportions of the foot. More particularly, lace
823 permits the wearer to tighten upper 820 around the
foot, and lace 823 permits the wearer to loosen upper
820 to facilitate entry and removal of the foot from the
void (i.e., through ankle opening 822). As an alternative
to lace apertures 824, upper 820 may include other lace-
receiving elements, such as loops, eyelets, hooks, and
D-rings. In addition, upper 820 includes a tongue 825
that extends between void 821 and lace 823 to enhance
the comfort and adjustability of footwear 800. In some
configurations, upper 820 may also incorporate other el-
ements, such as reinforcing members, aesthetic fea-
tures, a heel counter that limits heel movement, a wear-
resistant toe guard, or indicia (e.g., a trademark) identi-
fying the manufacturer. Accordingly, upper 820 is formed
from a variety of elements that form a structure for re-
ceiving and securing the foot.
[0112] Portions of upper 820 that extend along sides
of the foot, over the foot, and under the foot include var-
ious textile elements 826, which are generally formed to
have the configuration of woven textile 300, knitted textile
400, or any other textile that incorporates a thermoplastic
polymer material. As such, textile elements 826 may in-
corporate strands (e.g., yarn 100, thread 200) that have
a plurality of substantially aligned filaments formed from
a thermoplastic polymer material. Although each of textile
elements 826 may be woven or knitted, other textile el-
ements 826 may be a non-woven textile or a polymer
sheet, for example, that incorporates a thermoplastic pol-
ymer material. Some of textile elements 826 may also
be formed from cotton, silk, thermoset polymer filaments,
or other materials that do not include a thermoplastic pol-

ymer material. Tongue 825 may also incorporate one or
more of textile elements 826.
[0113] Although a single textile element 826 may form
a relatively large area of upper 820, multiple textile ele-
ments 826 are joined at various seams 827. In general,
seams 827 define regions where edge areas of textile
elements 826 are joined with each other, possibly
through thermal bonding. As an example, two seams 827
are located on opposite sides of upper 820 and join a
textile element 826 that forms lace apertures 824 with a
textile element 826 that extends along sides of the foot.
These seams 827 exhibit the general configuration of
seam 603, but may also have the general configuration
of seam 604. An advantage to the configuration of seam
604 is that the edge areas of textile element 826 do not
protrude inward, which may cause discomfort for the
wearer. As another example, two seams 827 are located
on opposite sides of upper 820 and join the textile ele-
ment 826 that extends along sides of the foot with a textile
element 826 that extends under the foot, which may be
a strobel material. These seams 827 exhibit the general
configuration of seam 604, but may also have the general
configuration of seam 603. Accordingly, various textile
elements 826 may be joined with seams 827, which may
be formed through the various thermal bonding process-
es discussed above for forming seams 603 and 604.
[0114] Two of seams 707 extend between torso region
701 and arm regions 702 in order to join various textile
elements 706 together. Although not depicted, additional
seams 707 may extend along (a) side areas of torso re-
gion 701 to join front and back textile elements 706 and
(b) rear areas of arm regions 702 to join edge areas of
the textile element 706 forming each arm region 702, for
example. Referring to Figure 42A, one of seams 707 is
depicted as having the general configuration of seam
603, but may also have the general configuration of seam
604. Moreover, any of the various methods discussed
above for forming seams 603 and 604, with or without
stitching strand 605, may be utilized to form seams 707.
As such, an article of apparel incorporating textile ele-
ments formed from a thermoplastic polymer material may
include thermal bonds that join textile elements at various
seams.
[0115] A relatively large percentage of footwear 800
may be formed from thermoplastic polymer materials. As
discussed above, textile elements 826 may be at least
partially formed from thermoplastic polymer materials.
Although lace 823 is not generally joined to upper 820
through bonding or stitching, lace 823 may also be
formed from a thermoplastic polymer material. Similarly,
each of midsole 811 and outsole 812 may be formed from
a thermoplastic polymer material. Depending upon the
number of elements of footwear 800 that incorporate
thermoplastic polymer materials or are entirely formed
from thermoplastic polymer materials, the percentage by
mass of footwear 800 that is formed from the thermo-
plastic polymer materials may range from thirty percent
to one-hundred percent. In some configurations, at least
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sixty percent of a combined mass of sole structure 810
and upper 820 may be from thermoplastic polymer ma-
terials. Accordingly, a majority or even all of footwear 400
may be formed from one or more thermoplastic polymer
materials.
[0116] Adhesives are conventionally utilized to join up-
pers to sole structures and midsoles to outsoles. An ad-
vantage of forming various elements of footwear 800
from thermoplastic polymer materials is that a thermal
bond may be utilized to join upper 820 to sole structure
810 and midsole 811 to outsole 812. In addition to reduc-
ing the environmental effects of utilizing adhesives, the
recyclability of footwear 800 may also be enhanced.
[0117] A second configuration of footwear 800 is de-
picted in Figure 51 as having many of the features dis-
cussed above. In order to impart different properties to
specific areas of upper 820, three generally linear fused
regions 828 extend from a heel area to a forefoot area
of footwear 800. As an example, fused regions 828 may
impart stretch-resistance. That is, upper 820 may have
a tendency to stretch during walking, running, or other
ambulatory activities, and fused regions 828 impart
greater stretch-resistance along the length of footwear
800. Given that textile elements 826 may (a) be woven
textile 300, knitted textile 400, or any other textile that
incorporates a thermoplastic polymer material or (b) in-
corporate strands (e.g., yarn 100, thread 200) that are
formed from a thermoplastic polymer material, the
strands in fused regions 828 are generally fused to a
greater degree than in other areas of footwear 800.
[0118] During the thermal bonding process that forms
fused regions 828, areas of textile elements 826 are heat-
ed and compressed. In addition to fusing strands within
textile elements 826, the heating and compression may
also cause fused regions 828 to compress or reduce in
thickness. More particularly, processes that form a fused
regions 828 may effectively cause thinning in the areas
of fused regions 828. This effect may be seen in Figure
52 and may occur in other locations where thermal bond-
ing or fusing forms areas similar to fused regions 303,
304, 403, and 404.
[0119] Although upper 820 may be formed to have a
thickness of a single layer of textile elements 826, upper
820 may also have a thickness of multiple layers. Refer-
ring again to Figure 52, the areas of upper 820 that extend
along sides of the foot include textile elements 826, as
well as components 829 and 830. More particularly, each
side of upper 820 has a layered configuration wherein
(a) textile element 826 forms an exterior surface of upper
820, (b) component 829 forms an interior surface that
defines a portion of void 821, and (c) component 830 is
located between textile element 826 and component 829
to form a middle layer. As examples, component 829 may
absorb or wick water to manage perspiration within foot-
wear 800, and component 830 may be a compressible
polymer foam material that enhances the comfort of foot-
wear 800.
[0120] On each side of upper 820, textile element 826

may be thermal bonded to component 830. If one or both
of components 829 and 830 incorporate a thermoplastic
polymer material, then components 829 and 830 may
also be thermal bonded to each other. The process for
joining textile element 826 and components 829 and 830
in a layered configuration may, therefore, be similar to
the thermal bonding process discussed above for com-
posite element 500.
[0121] A third configuration of footwear 800 is depicted
in Figure 53 as including further examples of fused re-
gions 828. One of fused regions 828 extends around and
is proximal to ankle opening 822, which may add greater
stretch-resistance to the area around ankle opening 822
and assists with securely-retaining the foot within upper
820. Another fused region 828 is located in the heel re-
gion and extends around a rear area of footwear 800 to
form a heel counter that resists movement of the heel
within upper 820. A further fused region 828 is located
in the forefoot area and adjacent to sole structure 810,
which adds greater durability to the forefoot area. More
particularly, the forefoot area of upper 820 may experi-
ence greater abrasive-wear than other portions of upper
820, and the addition of fused region 828 in the forefoot
area may enhance the abrasion-resistance of footwear
800 in the forefoot area. An additional fused region 828
extends around lace apertures 824, which may enhance
the durability and stretch-resistance of areas that receive
lace 823. This fused region 828 also extends downward
in various locations to an area that is proximal sole struc-
ture 810 in order to enhance the stretch-resistance along
the sides of footwear 800. More particularly, tension in
lace 823 may place tension in the sides of upper 820. By
forming fused regions 828 that extend downward along
the sides of upper 820, the stretch in upper 820 may be
reduced.
[0122] A fourth configuration of footwear 400 is depict-
ed in Figure 54 as including three fused region 828 with
shapes of the letters "A," "B," and "C." Fused regions 828
may be utilized to modify various properties of textile el-
ements 826, including the properties of permeability, du-
rability, and stretch-resistance. Various aesthetic prop-
erties may also be modified by forming fused regions
828, including the transparency, saturation of a color,
and contrast in textile elements 826. Utilizing this change
in aesthetic properties, fused regions 828 may be utilized
to form indicia in areas of footwear 800. That is, fused
regions 828 may be utilized to form a name or logo of a
team or company, the name or initials of an individual,
or an esthetic pattern, drawing, or element. Similarly,
fused regions 828 may be utilized to form indicia in shirt
700, other articles of apparel, or any other product incor-
porating textiles with thermoplastic polymer materials.
[0123] As an alternative to forming indicia with fused
regions 828, other elements may be thermal bonded to
upper 820 to form indicia. For example, a polymer sheet
may be cut to form the letters "A," "B," and "C" and then
joined with the sides of upper 820 through thermal bond-
ing to textile elements 826. As a related matter, elements
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of woven textile 300 or knitted textile 400, for example,
may be thermal bonded or otherwise joined to various
products to form indicia. For example, elements of woven
textile 300 or knitted textile 400 with the shapes of the
letters "A," "B," and "C" may be thermal bonded to the
sides of an article of footwear where the upper is primarily
formed from leather, synthetic leather, or any other ma-
terial. Given that woven textile 300, knitted textile 400,
or other textiles incorporating a thermoplastic polymer
material may be thermal bonded to a variety of other ma-
terials, elements these elements may be thermal bonded
to a variety of products in order to form indicia.
[0124] Based upon the above discussion, textile ele-
ments (e.g., textiles 300 and 400) including a thermo-
plastic polymer material may be utilized in footwear 800.
Other types of footwear may also incorporate structures
that are substantially similar to seams 827 (i.e., seams
603, 604). In order to impart different properties to areas
of the footwear, various structures that are substantially
similar to fused regions 828 (i.e., fused regions 303, 304,
403, 404) may also be utilized. Similarly, other types of
footwear may also incorporate structures that are sub-
stantially similar to components 829 and 830 (i.e., com-
ponents 501, 502). By forming fused regions and com-
bining the textile elements with other components, vari-
ous properties and combinations of properties may be
imparted to footwear. That is, the various concepts dis-
closed herein may be utilized individually or in combina-
tion to engineer the properties of footwear to a specific
purpose.

L. Shaping Textiles

[0125] Woven textile 300 and knitted textile 400, as
respectively depicted in Figures 7 and 9, have a generally
planar configuration. Textiles incorporating a thermo-
plastic polymer material may also exhibit a variety of
three-dimensional or otherwise non-planar configura-
tions. As an example, an element of a shaped textile 900
is depicted as having a wavy or undulating configuration
in Figure 55A. Shaped textile 900 may be either of textiles
300 and 400, for example, as well as any textile that in-
cludes strands (e.g., yarn 100, thread 200) incorporating
a thermoplastic polymer material. A similar configuration
with squared waves in shaped textile 900 is depicted in
Figure 55B. As another example, shaped textile 900 may
have waves that extend in two directions to impart an
egg crate configuration, as depicted in Figure 55C. Ac-
cordingly, shaped textile 900 may be formed to have a
variety of three-dimensional or otherwise non-planar
configurations.
[0126] A variety of processes may be utilized to form
a three-dimensional configuration in shaped textile 900.
In general, however, the processes involve forming ther-
mal bonds within shaped textile 900 to impart the non-
planar configuration. Referring to Figures 56A-56C, an
example of a method is depicted as involving heat press
that includes a pair of shaped platens 14, which each

have surfaces that correspond with the resulting three-
dimensional aspects of shaped textile 900. Initially,
shaped textile 900 is located between shaped platens
14, as depicted in Figure 56A. That is, a planar textile
element that becomes shaped textile 900 is located with-
in the heat press, which has non-planar surfaces. Shaped
platens 14 then translate or otherwise move toward each
other in order to contact and compress shaped textile
900, as depicted in Figure 56B. In order to form the three-
dimensional configuration in shaped textile 900, heat
from one or both of shaped platens 14 is applied to
shaped textile 900 so as to soften or melt the thermo-
plastic polymer material within strands forming shaped
textile 900. As such, shaped textile 900 is heated to at
least a glass transition temperature of the thermoplastic
polymer material within shaped textile 900. Upon sepa-
rating shaped platens 14 and permitting shaped textile
900 to cool, as depicted in Figure 56C, shaped textile
900 exhibits the three-dimensional configuration from the
surfaces of shaped platens 14. In effect, cooling the tex-
tile element forming shaped textile 900 sets or otherwise
imparts the non-planar configuration. Through this proc-
ess, shaped textile 900 is molded to have a non-planar
configuration, but other shaping or molding processes
may be utilized. Although heat may be applied through
conduction, radio frequency heating, ultrasonic heating,
radiant heating, laser heating, or chemical heating may
also be used.
[0127] Based upon the above discussion, a textile in-
corporating a thermoplastic polymer material may be
shaped or molded to exhibit a three-dimensional or non-
planar configuration. When incorporated into products
(e.g., shirt 700, footwear 800), these features may pro-
vide both structural and aesthetic enhancements to the
products. For example, the three-dimensional configura-
tions may provide enhanced impact force attenuation and
greater permeability by increasing surface area.

M. Recycling

[0128] Woven textile 300 and knitted textile 400 are
substantially formed from a thermoplastic polymer ma-
terial. Given that textile elements 706 of shirt 700 may
have the configuration of either of woven textile 300 and
knitted textile 400, for example, a majority or substantially
all of shirt 700 may be formed from the thermoplastic
polymer material. Similarly, a relatively large percentage
of footwear 800 may also be formed from a thermoplastic
polymer material. Unlike many articles of apparel, there-
fore, the materials within shirt 700 and footwear 800 may
be recycled following their useful lives.
[0129] Utilizing shirt 700 as an example, the thermo-
plastic polymer material from shirt 700 may be extracted,
recycled, and incorporated into another product (e.g., ap-
parel, container, upholstery) as a non-woven textile, a
woven textile, a knitted textile, a polymer foam, or a pol-
ymer sheet. This process is generally shown in Figure
57, in which shirt 700 is recycled in a recycling center 15,
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and thermoplastic polymer material from shirt 700 is in-
corporated into one or more of another shirt 700, footwear
800, or another product. Moreover, given that a majority
or substantially all of shirt 700 is formed from the ther-
moplastic polymer material, then a majority or substan-
tially all of the thermoplastic polymer material may be
utilized in another product following recycling. Although
the thermoplastic polymer material from shirt 700 was
initially utilized within one textile, such as woven textile
300, the thermoplastic polymer material from shirt 700
may be subsequently utilized in another element of tex-
tile, such as knitted textile 400. Continuing, the newly-
formed shirt 700 and footwear 800 may also be recycled
through a similar process. Accordingly, an advantage of
forming shirt 700, footwear 800, or other products with
the various strands and textiles discussed above relates
to recyclability.

N. Conclusion

[0130] Yarn 100, thread 200, woven textile 300, knitted
textile 400, composite element 500, seam element 600,
shirt 700, and footwear 800 all are at least partially formed
from a thermoplastic polymer material. Various fused re-
gions may be formed in these elements through thermal
bonding processes to modify various properties that in-
clude permeability, durability, and stretch-resistance.
Various components (textiles, polymer sheets, foam lay-
ers, strands) may also be secured to or combined with
these elements through thermal bonding processes to
impart additional properties or advantages. Seams may
be formed to join these elements with thermal bonding
processes. Accordingly, the various structures and tech-
niques discussed above combined to form numerous
products and impart a variety of properties to the prod-
ucts.
[0131] The invention is disclosed above and in the ac-
companying figures with reference to a variety of config-
urations. The purpose served by the disclosure, however,
is to provide an example of the various features and con-
cepts related to the invention, not to limit the scope of
the invention. One skilled in the relevant art will recognize
that numerous variations and modifications may be made
to the configurations described above without departing
from the scope of the present invention, as defined by
the appended claims.

Claims

1. An article comprising:

a first textile element at least partially formed
from a first thermoplastic polymer material;
a second textile element; and
a seam where (a) the first textile element and
the second textile element are thermal bonded
to each other with the first thermoplastic polymer

material and (b) a second thermoplastic polymer
material is thermal bonded to the first textile el-
ement and the second textile element, a melting
temperature of the second thermoplastic poly-
mer material being lower than a melting temper-
ature of the first thermoplastic polymer material,
wherein the second thermoplastic polymer ma-
terial is a completely melted strand that joins the
first textile element and the second textile ele-
ment at the seam.

2. The article recited in claim 1, wherein the first ther-
moplastic polymer material and the second thermo-
plastic polymer material are thermoplastic poly-
urethane materials.

3. The article recited in claim 1, wherein the first textile
element is formed from a plurality of filaments, at
least ninety-five percent of a material of the filaments
being the first thermoplastic polymer material.

4. The article recited in claim 1, wherein the second
textile element is at least partially formed from the
first thermoplastic polymer material.

Patentansprüche

1. Gegenstand, umfassend:

ein erstes Textilelement, mindestens teilweise
gebildet aus einem ersten thermoplastischen
Polymermaterial,
ein zweites Textilelement,
einen Saum, wobei (a) das erste Textilelement
und das zweite Textilelement thermisch anein-
ander mit dem ersten thermoplastischen Poly-
mermaterial gebunden sind, und (b) ein zweites
thermoplastisches Polymermaterial thermisch
an das erste Textilelement und das zweite Tex-
tilelement gebunden ist, wobei eine Schmelz-
temperatur des zweiten thermoplastischen Po-
lymermaterials niedriger als eine Schmelztem-
peratur des ersten thermoplastischen Polymer-
materials ist, wobei das zweite thermoplastische
Polymermaterial ein vollständig geschmolzener
Strang ist, welcher das erste Textilelement und
das zweite Textilelement an den Saum bindet.

2. Gegenstand, wie in Anspruch 1 angeführt, wobei das
erste thermoplastische Polymermaterial und das
zweite thermoplastische Polymermaterial thermo-
plastische Polyurethanmaterialien sind.

3. Gegenstand, wie in Anspruch 1 angeführt, wobei das
erste Textilelement aus einer Vielzahl von Filamen-
ten gebildet ist, wobei mindestens 95% eines Mate-
rials der Filamente das erste thermoplastische Po-
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lymermaterial sind.

4. Gegenstand, wie in Anspruch 1 angeführt, wobei das
zweite Textilelement mindestens teilweise aus dem
ersten thermoplastischen Polymermaterial gebildet
ist.

Revendications

1. Article comprenant:

un premier élément textile au moins partielle-
ment formé d’une première matière en polymère
thermoplastique;
un deuxième élément textile; et
une couture où (a) le premier élément textile et
le deuxième élément textile sont thermiquement
liés l’un à l’autre avec la première matière en
polymère thermoplastique et (b) une deuxième
matière en polymère thermoplastique est ther-
miquement liée au premier élément textile et au
deuxième élément textile, la température de fu-
sion de la deuxième matière en polymère ther-
moplastique étant inférieure à la température de
fusion de la première matière en polymère ther-
moplastique,
dans lequel la deuxième matière en polymère
thermoplastique est un fil complètement fondu
qui joint le premier élément textile et le deuxième
élément textile sur la couture.

2. Article selon la revendication 1, dans lequel la pre-
mière matière en polymère thermoplastique et la
deuxième matière en polymère thermoplastique
sont des matières en polyuréthane thermoplastique.

3. Article selon la revendication 1, dans lequel le pre-
mier élément textile est formé d’une pluralité de fila-
ments, au moins quatre-vingt-quinze pour-cent
d’une matière des filaments étant la première matiè-
re en polymère thermoplastique.

4. Article selon la revendication 1, dans lequel le
deuxième élément textile est au moins partiellement
formé de la première matière en polymère thermo-
plastique.
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